mn*mmvT op> 02) Q ^ jj^ §^ & ^ (a) aofMRiuRfiM** 

$W*F10 - 273884 

(43)&IBB ¥j£l0*P(1998)10m3B 


(51)Inta. s 


F 1 

D 0 6 M 17/00 


D 0 6 M 17/00 H 

A 6 1 F 13/54 


A 6 1 F 5/44 H 

5/44 


13/00 3 0 1 A 

13/00 

3 0 1 

D0 4H 1/48 B 

13/15 


1/54 A 



»3&s<o»8 fd (.±u m m&w\zm< 


1*^9 -93215 

ffDHJKA 000002071 




fl 1 1 LrVf I — ■ 

(22)ffl&B 

¥j£9*f (1997) 3^270 




(72) mm mm m% 












mmwm itm mm 



SBSJJMFUjrtr H"tT156#tt 9 # 



(74)ftSA ftW± If* j£jg£ 

(54) tf&wn&m] 



(57) [Sift] 







[ mfc^& ] was 3 8 -9 0 mm (Dmrnm^mfi; 

(A) £$Sii?§g3~3 Omm®&ttl£ttB*|i (B) #18 

mmm^^} (b> ». 4>&< it>2iona^i 

( B ) ©t8fiSiSttOd>«c < t h 5 0 K££gft 60-9 
5. 


C2) 

1 

imam 1 ] 3$*§fi 38-90 mm©^*^^ 

(A) tmm&3^3 0mm<Dmm&&&lli (B) 

^sn/cii>^< i^2@cDit^'ft^^r*>or. Aria 

JSSSlt^jaflJ ( B ) ». 4>& < <fc <> 2 ffi©Hfl&Sj£# £ 
( B ) ©3&ig*Jfc©4>& < t h 5 0%^:^mn 60-9 

©«&&)£# i ®sa*^ i ©j»?raaffl»)»36» 6 a sua 

S«ft8?£i®iSt (C) £$*tt$6$t (D) *> 

[ siraoH 3 ] mmm^m^ < a ) shust 4«mbr± 

K:tet,»-C. (A) <Dm&g<m>'j>te< ti.50% 

&i&Fm(6. 20 
[»*B4 ] Jltttl&Nllffi (A) flt**|fi](ciefl[ 
^12?rWr-Sii^ 1 -3 ©WiJfeCcfa*K©tt^{fcRSl 

[»*S 5 ] JlMMgHIMi ( B ) #. iSt**i5i«:aa 

[is^s6 ] (a) a*. »nq«?|j«cds 

^©M4*«T-c^ii3 titcn^m 1 A 3 6 5 ©fljn*i 

[ S»*S 7 ] 'J>U<tb2 m<D<m£J$ft t iSM£M 
ft <t ©& nj£2ttt§ifll*> & <e 4 ftftM*giiK£4Sife|fe x * 

(A) ±KJtaofca. itasftfcjswts* » 

IS*^©^JWTT-^ilLr^$t^7tT (B) * 

best zcLZftrnt-tz, m&i t^msom s&. 
[»#! 8 ] itg&s 1 - 6 ©i,»m*>«:aa«osdf b 

^*&fiT£g|ffitt© h v h&aHr#> F>>- h©^ 

* 1 @«±^ffl^/il®JtXtt^n a n. 40 

[*89i©i«fflfcBMin 
[0010] 

[^©K-rSftffi^If] *^iJ. *WC. JR^R 

>fS©!ftiKt4ttiHi© F h icm&Z ti Z>ffi& 

©jgjMf£. higjfltt. -9-5 o hi®. *fc®3®tv/t 50 


0-273884 
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&momm 0 1401s s {c«n*a^t^m*3acf *©« 

[0 0 1 1 ] 

«^i*3©? i o s 0 3&g* 3 5£ < . mmm&<»mTM<& 
^^^©le^mtsj^tA^ 0 g < . ®att{c^^«*5 

[0012] — *- Hi* J: D *>itl««IttltS®ISt> 

Kffi^p,txTc»-s 0 i»-rn©^iSfe, *^o<«^ 

^«i|lffitt©i^lJ^lSl*S ^ > ^Af» 0 . WLW!m>>ffu(D%k 

»*. «sa^©®«*Kj«Hi*siyjii/"c*»5.r. sum 
cosftrmowiffiii. frig 

^©iMM^ttWffiSCCtJffinSfc©©^ 8iffi©SH?UA5 
/J>3 < . ffin^-T^*i/c»K:g;iRtt©3D a D©tt]X^tt (« 
«fc 0 fe^lS-C* 0 . ©JK14^ a ° D ©^®M. ^tc h y y'> 

|Sl©5Stt*itfclttfl«J/I>3 <. «n-^-n>*>fc8E>K«JRtt«l 
[00 13] COjr^JC^-rno^S^^ifeKg 


3 

3thSSMH©SaSKtt. F!lA«1#MHg5 8- 1 806 5 

aSEO* - F«K J: 4 )Slttl£ftKft£8Ui 0 teFttflj** 
liiJhTt,^. l/J^UftA 1 ?). c©sr#tcfait©-7> 

«tt#34a5€>©©. 0f^*- F&£<5BBi/T?#6*a.2> 
^7tJos^i*)-r ft t&ttwrfi] fcffiisj o r i > i> tab 

?ls*tJ»&K.-£->XMZ> a C<Dtctt>, tRltttt^tft©*® 

it^O LSl^il^Se <!:#«& ofc. "Tft 
>s?©^ffi2j n n a ©^[5fcf £ br@W© 

©<£ 3 (C o t, » r i*ffiB.<DX * £ *> ©T* «ft o fc 0 
[0014] 

^-€»Ci-C2bt3. 1 2<DgW«. 4#{c«i£f?fefl©i8lA> 
CRiRtt^fn©*^. #K F f ^">- FgcCHi-fe*> F 
F ft 5«*f L fc*»£. 

jr. «^©ft«©s3at4. Fsssit mm® 
%rsi_h3-f±. ^ojMMOttoffi^Jg^b^^ao'-e© 

tic**). a^tw*m©a3&>w«a%+»K(ST3 

fctf o-^^Mffl >#©©JRtt^ n a p©^SW«:^ 

[0015] 
[RH*JIS*r 

( 1 ) mm&3 8~9 0 mmOiiiT« (A) t 
t*Hfefi3~3 OmmOWK (B) **«£3#ifc 
4>ft < i 2 1®H^tT«T3iot, fflTKJStittE^ 
ffiffif ( B ) 4>ft < £ & 2 a®ffli!b^&&ffiRb&& 


(3) ^Fgg^P 10-273884 
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( 2 ) inwfl; ( a ) d>ft < i & 2 «©igii 

j*JSS» i (£ML£J$& t com *Jfflttttlli*» h ft Sf&J&^tt 
S£ttlt (C) i^7jctt«*ft (D) 75>6ftD. « 
*tt«lt<E)iB^it**J. 7 OSSKfiTTC** ( 1 > Jf 

( 3 ) uwm%m (a > a**Hj±*%«i 

r. ^FlSft (A) ©ttJfe&»©Sl>fc< £fe5 0%^i 

10 ft 0 ~3 0 • -c*a ( 1 ) ( 2 ) iiKiaiS©^-^ 

(4) StftNtftttfr (A) Ai. JS»*ISIK«B[«3E* 

wrs < 1 ) ~~ (3) ii©{6inAHcflaig©tt^b^ 

( 5 ) IiiT«ffi (B ) *J. «^*|S]tc^a^B2* 
WT* ( 1 ) ~ (4) S©fflft*>«c«!E©8tefl:*» 
TP,, 

(e) ^m«^7t (a) *j. spfiapmKiddfh&M 

20 I*t(Tt«13nfc ( 1 ) ^6 ( 5 ) 10|iIh*«K 

( 7 ) ii>ft < <t «> 2 a©im^^iffiia.^s;^i © 

I^BJ^ttSJflf * 6 ft s l^lt«f4«^»S * v 7* . 
J7U-f FSicJ:0^^ltifSifftA3 6MSiffi^^ 

( a ) ±tcJi8i ufctft. ntcmtmv » ^"ic^ 

dois^TrjiwaaoreiiHt3Fi(M& (b> ^mm-r 
z> c t ^^mi -r sa^twawflWHJiffi. 

( 8 ) ( 1 ) - ( 6 ) II©^-rtl/6HCfSig©S^fb^F 
30 Sflj^^ffiW© F 9 ^->- FRO*-fe#> F^>- F©5 % 

[0016] 

0. *aiOrfflt»fctB^(WfflWPP»ff (A) RCX 
(B) ©11.^, adffc5F«W«crSCd:'r3g|RL,. w 
#©y >J F*S^PE«:?l*ffibri>s*{c-?©l#gk*i 

*4. -rafo^. ^Hffi^Mflj (b) ©^«*is]©5I-5 
ss o ^s©fs$ zmmm^mz ( a > *^swic?i?St 

L. S«$t (A) *s^t*OS**|«i-i-«c*>-b««*|fil 
40 tCga^ljLTt^fcfetC^G^. ^«ai^RBSflj (A) ©X 
!j<> J-j8iitt©S3£. j^filtTtWl; (B) ©^n/ci* 

ITS. *«M«:«5«^fb3Rft*tt. «IS3 8-9 0 
mm©Sffi*t^»iJ (A) t«ig3~3 0CE^tttE7 
M^fU (B) r«fi£$nst©t?*.2)„ WT. SISffi^FgS 

* (A) ^^x-r^iifefiJi^i^tii (A) £bat#g 

50 JSttH (A) tU Mm^li^ (B) ©IS^felHUii 
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[0017] ^mM-c^^mmm^fti (a) £«. m 
mm (a) ^lii^^nr^c^feo-c, se*^®* 

«I^F^ (A) £»j£T5S««©i!iKB> 
flftSffli$ig(0. 5-2 d/f ) . mm& (2-1 2d/ 
f ) . «S ( 1 2-5 0 d/f ) . (50-1 
00 0d/f)f, a^CO^Ai-C^S. ^KtRJRtt® 

shcomffittic&m-r&m&icie^x:. mmm (a) ©s$ 

SUO. 5-1 2d*Sj(fSU>, (A) ©il&K£S 

0. 5d/f*^C&3£, (A) ^IflSiSnS 

<&t,>. j£Kl$gii«§ (A) (Dm&Ml 2d/f£jgx£ 
£. Jgffiilf (A) ©«&#«< ^ttiCetf^l 
ttt&ftttffi (A) 5&Jff 6n&^©T-»SL< fet>. # 

BO. 5~6d/f®fcO*il^U\ -ecDffi. ^ 
ffiffl*r£c. JftWflJ. ^ ^M©S^Cai*I$&K (2- 
12d/f) . ±***WK:B«f«a[ (1 2-5 0d/ 

f ) (5o-ioood/f) (Dfomwomm 
[ooi8] mmm^-mu (a) <£*>n& 

^©a^tc^ffl-T SJS^-tcis^tr. 5 - 1 5 0 %/ 

nfAW&i>\,K mmm^miti (a) vmttttw. 5g/ 
rfjfeaicftsi, mKrosffi (a) (Dm^m<fi<o 
•rare. ^^^(A) *H3£ffc3-eaiR*\ H 
SffcSftfcSttlt^Hffli (a) &«*ift&ig. @JM£ 
(b> zmmi>L< amsm^m <b) twes-es 

fitt*i*»*if e <*©rat£# ;s < sc o . asecttswsTf s 

■SfS^fcUT. 3S«ft*ft=F^ffi- (A) ©BtfWi. 5- 
5 0g/rf«ilk 3 JSMK (A) «. ±>- 

fe©5:ffiffl-rs 0 I8»jgtt<bb-C»lffl^. y^ify 
SSL U^S^WH^S^. i0t>tf, SlStt#B#ttj£ 

[0 0 19] SWITNm (A) ?:^u-c^-s*ia*i 
(A) tL-m ^Bj^ttit«is : L.< 

#s&ffl-e#&. (A) *5^Bj^tt«iflitW©M*4 

tfiBBbfcflte. JStftffi (A) B. jSttlt^*^^ 
(A) %H5e<frSISI^{C*J^rftDX©^-!-7J:-f-^-*i 
JSjOS Sj£#>e>> ^Kc^tt© *>©#£?£ LI,*,, JgSS$ft 
#8&nJ^14©iS^. ?§»f (A) B. lfiS^J:^ ft-SSK 
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4. CC"CS«*i (A) ©MW£££lft^t«iffl§B. 
^flMjVCt. £DfeWSf*K iXXVtl-? ■< >7k~C 

MiTNHti (a) (Dmmmm±<Dm£&Mm7Z<Dm%: j p> 

10 ^gOSttWftBft (B) <b©a*fbK*jWS«*0 
£*i§ L ft: £ * ftlHrttiB£Jlllt*$tr CiW* 

[0020] f&ia^l^^^sf ©ffl^tott©«?d£ l 

/^y^Dt», 7"Dfb>iffe©a-^-U^ >£ 

©rTcSi^ft s fc » ssfts**/* ^ o f \, > . 

tttf'Jx^-^k 7'nfL'> < bfik©a-*U7 ^ >£© 

>k fiS!*JS»"5JM14 ^ 'J x^7-;U/^oJMtt!l< t- 
•ga©# , jx?-u>/^-^t3>6. *''J7'ofi/> 

TcSS^tt S fc JSHjcftS^*/^- A U > 6 . ^ a > 
30 «ct**W4Ct*«r**. 

[0021] cn^otpTBiK'^u? >sisi±SL/ 

< «*''J + U7 ^ >^£^'JXXf-;US* 3 6ife^ffl^ 

> - i «§gtt=3c£m£flE/# ?n f u > * 2> 

>, x^u> • ^nei/> • i^ttEi7c*a 
[002 2] ^^^©lifit'S ^ £ fist >&jS# £ © 

«. mmmim-ismmmft, a, b, c3a©^oj^i4 

^ifli-r ffii£ 3 n . c ©fflL* * tc itm L**i A > B > C © 
ABflSyBCi©^< £fc— JSfDm&M&tc 
ttftfbiaSB. 1 5X!fiLhJW»iH». -S-fctafc. MM 

so {b*M©ii>^ < £ l l 5 -c«±-r*s c tmj 


(5) 


nJffit&ifHSA. B. C©l»j&*fcBtWb&*SA>B>C 
££#*4fltett. AJWWBb&SSfl-. B, C*H£Bfc£jS 

S3fflCD^pJ^t4^iA. B, C©Ht'&*/c«®tfb&*l 
A>B>C-t?aboT. ABHSVBCiaftK 1 5 -C«± 
(Dlfc££ * fc fc«W bSifoJ* A 

&mmmr'3bz>t^5mt*mtcLtc±x\ BBsum* 10 
©Raa^gtfyfif- ■&*§•&«. effit.*jK^«*t*M©^ 

[002 31 IK. #H»^ISI14©»fli«fc')tftS^J5Hi 
It. ^fiJttWi. 3£3*S&$L ftMMWtily-Ctt^*^- 
;i^$8b u-a>. +^77, r-fe-f— 

-CSS. *fcK«^JS*Hitt. ffi&& ffl'MB&S. & 

mic**) mmmiz. gfesy. mim. wm^i, Kssafc 

£frffitia£1nx^xb&.\,\ se.cc, m«t©»TMB, 

mm^fm^ (a) b. 2a«±©s«*t (a) -cm^s 

tix^xi>&iK fftfofe. (A) B. 

^SSfcH*- 12. a^so»^t*««io«*^*>«©- .... 

Jt& £ © . It-g-M ©ti-S-BfMlPite * ttMHSl 

aftt-r^ct,^©. i-soit^iifflioci^^t®. 
#T®^t£©S£c£k©. tp^iasfcB-e 5 -?&(,>&©, 

«SK©H & Z> i> <D<D^W&i^± ft £ -5 2 Jt©3@*f 

(A) ©ig|gtci-3-r«fS$n-ci>-c<>m>. s/c. ?s 
Wm^i&fi (A) B, ±iaS*8HI*>e>«fiS3ia-5*JlT? 

fc&ft. (A) . (B) B, -€-©*®CC|^M£14 

c£#T*a. »tc. @hwi (a) . (b) trnmsit 

ctx\ Jbh&CebmffiM (A) . (B) fctfzRttfc-r 
SciferirS. 8t7Mb1ff)J§^#Bi£14#J©:Sft: 
WlRO'2iffl^iS. S§ffl$SHB, fio^fSBRJRffiBSia©* 50 
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[0 024] ttmiOd^X^ WCC»* l/l.»itHt7i 
* (A) iirtt. f»)Mk^8[^@litt«£iUt7NI 

ft<pic3 o«a%yjb^ru Rr>c<Dmmm®M£m 

«Bt<0fiBMiJSJi^K <fc ^ TJSMttmiBWtt^S tlfc 
©Tabs. *fc, ifc5«fi£5@SSili«:. C©$f£51fSit 

j: o *> i 5 'cu±m&&c»mmmmg®m* 3 0 m&% 
ffiit b tcwmm^m^^m-r z> c 1 t, -c # s „ 

b. **t©te£#, ®tt-ctt<»i&s-co*tft>n. » 

6Ja4®BttWF«tm (A) ©H^jWajffi&D. Sfc 
IMWtK*«jfc«)r**. JSMKMPFiaFm (A) 

itisshtfeK, s*fisifeti«!>ffit8««. mm 

SCi -Ci*^©^ 0 iE mS*. «7ktt^a 
*3 011%*ii^ ! ), I^S4#14^^sSlffi©a«tc 

j: s s»ffi^^©m^}f &mmic % ^ t? * s . 
[0 0 2 5 ] ectrf 5&*tt»s@atK:«. u-3>. 
^j,-?"^. THzr-h, b--n>, ^^o>. ^6 • T 

^^•T^JKtt (Super Absorbent Pol 
ym e r ) ttft. ^«tt*Ht^*J«*r * . iObH 
WSL/<B. U-3>, t»77, T-fef-h. 

M&mmr-$>2>. ±tc, mmm^fmi (a> b. huis^ 
sssiffi^ffi^ (a) b. ^ssfli©^**isiK:^a:45 

^»«^^->^B. ^7jctta*i©il**s^tcti^ 
•ar-5Ci*5Sf*U^,, C©«{CjSSS#t^SSflJ (A) (C^ 

fc U < BlS*14©(5t» iC5* i C 5^ftT4 
t4MicJ:or<*it©SMt4*5lfi]±U, *vo2|jaofcf£© 
0 * m± l> s « HXtt%D D D ©^SM^©ffifflic 3 6 tc 

[0 02 6] fel±0«fc 9&«ia*f*-3JillMt^!»W 
(A) B. ^BJi(T©a: ; 5Ci:UTSijfe3n4*>©-C* 


9 

tct><D*fe%:£;%\<D*}-\ : mcm&i', cft^^s© 

( a ) Ktsns 

ttPFttfi (a) &»■£©-?*■&. ^iia^ais^x-y ^ 
(a) K^tri^mmammtum-mmom^icitm 

IH£iP-;u£¥?tP-JWc.£oT*&&£ft£:F>r 

(A) ?rf#.5Ci*5-C#5 0 ffiffimVx? 
7 (A) ©Hjeffc <**»Mt) tbXit, ±SEOte«, 

r&fe%&sujn&ffifciE6tf'&&©f i y£. 

JQWtf x^^" (A) H5£{t C?3HWffc> ©ffl 

if»attU»«!ffl«3S*«5w*. cft^$*s«. 

[002 7] — Jaffijt^flJ (B) tt. FS3 
-3 0mm©JS«(t (B) *5iS^$ntft4fc© 
•C. |ftiilir4«t50:«F3£©1lteS ; 6^t><D-C**. 
It <B)'©tt«tt. ffljfttCfcOjftWa* (0. 5~2d 
/f) , WS (2~12d/f) , (12-5 30 

Od/f) . ±mm (5O~1 000 d/f)f, 

-stcte^T. mmm <b> ©«sbo. 5-i2dw 

SOU. @IKf (B) ©tffiffiaiO. 5d/f*lKii5 

<fc. mmm (b> tfBBiftSftsisKc. Httaotfatai? 

taffi (B) LjMS6*i&t»©r#±L<&H. iBKSflt 
It (B) ©«fi#l 2 d/f4fiA5t, ©tttt (B) 

©B9t£#W< a^t. s#;ttK*tf^»fii^^ (B) 

asfS6ft&(r»©Tjrf$ L< «f(C. ®)RttW n Q D ©a 40 
EW-Kteffi-rStg^Ccfcl^-e. «SK«0. 5— 6d/f 

©*>©ais4>jff*L.<,>. torn. ^mmmn. mms. 
^ v ■fttowfs&tic itmmm < 2 ~ 1 2 d / f ) , ±* 

Stt^KB^ffiK ( 1 2-5 0 d/f ) (5 0 

-lOOOd/f) ©)£4BB©jfiffl#iaft£„ 
[002 8] Sfc* ^Hi^^gflJ (B) OSffWiJ, *S 

ttt&FMffi (A) iig«tc, ffi^nsffl^tcct-o-ctt^ 

mT&Wi^cte^X. 5~ 1 5 0 g/nttifltf&.Ll>. *H 
iiT«(B)©BftW Bj/rtSKfeii, 50 
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(a) oite&ftfttcjsjim^ttffl' (b) 

«1436«fiT-r*©-C»*U < fl!«e. 1 5 0 g/m 2 
tfiiSiWftTO ( B) att©nH£tfA< ft <3 . 

©affi»K«fflr4»#K:tJt>-C. JittlEftStt (B) 
©BftWtt. 5-5 0g/rf#fftU>. €tttt(B) 

(b) <Dmm&ft3mmmm<<ctezt, mmm^mt 

(B) ©JSi«t*H5TU aso-rjff 
JKWi. jMCC. 3 Omm^0^.?><i:Pffi14*SM< & 

iffcB#3~ 1 5 mm© <£>©#, Sfiftfti^Htt©^Jf & 

*cc*i(,»rsf*Lt,>. 3<e>(c. ss»t (b> b. mm& 

tt> «Wtt*»A»tt^K*5l>r. JSIfcNi (B) ttJSMFtt 

^sftfc *»©#$?* mutt LXit&mm, 

-c*3„ tME%«^C>r]Sffilt^N^ (B) *« 

jtrs^tt. Jiffl*sff-^2n/c^i* (b) 

Wntf&^<tl». SJiffiffi-CffiBSiSSMt * J8 1, > & ft «fc £ 

l>. -?-©«{*©^fl<jWffl{Cj;or^14A5^ft. 
» 6 ft i ^«W©SB»^ S < ft U , ®4Xtt^( D a n©^ffl 

[0 0 2 9 ] (B) it. S@©^';x?u>. d< 

mmm. * t s f ^«i!i^©*gffl^ «: ± & muh« 

t4^Wi-^«-&«E«-c*S 0 *3*H* (B) 

fis»*9f*n.». ^is«fifea^-3s»t (B) tcfflt^ft 

SiifliSO'-eoffi^^fciiii^^ffiffi (A) ©1S^ 

tcia^ $ ft tcmnjmvkMaRu 1 ? <m.^t>^ ^-© * 

Mffi (A) ©*B^£aSUCfT*>*l4. 3fi2»«± 
©WlliffifflUfcW^KttJSjBUt^ljlW (A) ©iS^i 

i^^fc^a.^ffiim^tsii^M^asft^o *fc. 

tcj;fj^«$6 (B) tt. #&SiJ. i*JIS(d. »j^fJ. taS 

Sttlt (B) ©»ffiB. RJB-C*o-Cfca»-C*^Tt 
^ < . C ft 6KM^f# fc&!»1£1g£*affilt ( B ) 

[003 0] fiUHI^IK^ ( B ) B. ±^Ufc^iS-cSi 
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£34tfdRif^&&&ttfli <b) mmoym^ 

■e*>-C#^&©. i$jtfi©M& &*>©. $5^©M&6& 
©©SWfS^-tttcfc £ 2««±©^iJ4«t4»-^SI*t 
(B) <Dillf§&C±oT$lf££tlTl^"C£>Jl:l^= £6JC, 

»®«»F»tf (B) «, m^Mmmfem^mffim (b> 

*SIBfi7tt% ( B ) *2««±«c-r*iJte. 
JUSfcttFJ&fij (B) «. ^»m©Jl**rBj«:^«jffi* 
f}^;St»7ck©As$? * tA>. -T&fe^ 3§!&feit'? * ? ^ 10 
(B)«. «S#%SUc*i**SJ:5{c. *>L<ttmK 
a*;&aSK:ilfe!>-$--5 <£ 5 icgigZjmZBmZiHmm-irZ 
H&Ct-frft&LlK CCDmcm®&J<l&ft (B) iC^ 

A>-o jlit U /c^CiSM «3 * Efat U i&©«MW- 

[0 03 1 ] *^Kte^r^fCS^)iCi(*, fiEffl-T 
3*111*^$^ (B) As. 

|§(B) 5r7>^AA^o^-^^Ccie?iJ$-t±r. ifflSS 20 
(B) tt. S»KUIMItt«[^@tt«l (B) A><5«J&i*ft. 

jitt*&jS©£sa#^&i^*^ (B) ©igg^ 

$fc©4>fc< it. 5 0%£3£^ft6 0~9 0' -Ci5*-C0» 
H»* (%) «. JSttflPRftW (B) 09>^Ml> 

90' ©W#* <%) «. 2o®JiaffiA53£Mg§^L-C 
ffMSftS4#©5^'h©;6lK£S>J;El<. cn^Xi 30 
SiOt. C©$iJ;e£ 1 0 0 ■£W±m\ StM-ftfttii*: 

aU^L-fc^ftO^^Mt U A/MX 1 0 0 "C*fe 
fc. 

[0032] ismmwiRs ( b ) &ttj&r &*!in*t£&[ 

SslKJfPFSSW ( B ) tt, *»(£-$- SMfclfiA^ > ^ AA^o 40 

o k. < < ft o . tmoffltw. ^ms^-c^msmmo 

!B?fJ^|SJKjAA5-5Ci^:<tft>n-&A^-CS>S„ 5 6 
&C. COHtWtTMl^ (B) fefltiftf SSittlE (B) 

«. sa*i©a*sA^^fc^^fc*tc. itts^f&ffi 
ojp*^isj{c«sttASi35iJL.rt,>s. c©/cit>. tens 

^tttt^NK^ (B) «. ^^-> 3 >ttfcgn. 
AH^fg|gA5+^KfiTL. A>^S&ffi©M,&:frft©^*I 
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[0 0 3 3 ] «±©± 5&«fiR4J*offi»ft^«W 
(B) «, m««T©<i56tl,TS!Jj££ft&k©-C#> 

s. m&mmmmmm (b> 

c<o»fP=6^awKtf ofc^astwt'?* ^ (b) 

MUtt*ttft£93«Ht (B) ©{£ffi*j£#©lit*J^ 

NjnMmtt^tMi (b) co(ra!k^dE»*wb*fctt* 

(B) *95or»4. Sfc. Stilt (B) ©^FHffiifb 
». SBCrSi^te. ^tffeH^tt^ (A) i©ffl^{bi 

ftKfftoft-cfcjai,*. rarto^jsiwt (b) ©^Hflp<fc 
^tfrssiMi^tt* (a) ±i>o<imwmo^ ? 
■csiwi^i* (a) ioa^ti^fcfftonrfca 

[0034] *miic&&&£i&£fflfi\t* ±fau/cs 
ffittTNIff (A) twm^mfi (B) iA5^<£-b 

2as^bsnfcfe©T?*s 0 mm&R&is (a> 

«Ut7ltt# (B) ©tB^ft». MS^IIS (A) i^iUi 
(B) ©SWS^TtoTt. SIS«Jf (A) i 

'mm?*?? (b) oiig^-.tfem^ cc 

-C#^^«$t® (A) B. 5®«*6^* (A) feb<« 
jaWt^**^ (A) CDCiT$,5. SIRfiTttffi 

(A) tmwmwm (b> o«^tKfct«»i 

(A) iS»tB (B) Ofi^tt. SIWUB <B) r«t 
*>^SI*K^»flJ ( B ) hL< UJSWt^ * 9 ^ ( B ) 

fcgsnss@«4lt^M»i©®i4.'#j£» : &^bs &. 

fl? (B) ©«^fctt. *y h^;U ^^©Sfflg^J-^tt 

2WWKj:o-ctfto*irfea<. ffismra^MHWostei^f 

* - >tcf MW&^ As. fi>il©^AS nJtg-ca^<b^ 
^©^^A^?r«^fe^l^CCtel>T^^V7Jl'^'^- 

ttfiTW (A) iSiliW (B) ©«£{tK:*ftf 
S^SUtJl (A) i0»SB (B) ©S^«^S»^i£ 
aW»*UI.». S6tc. 5@i^*t@ (A) AS3 0fi*%feLt 

©i»i4Stt}t^s«*ife u < w&wk^MmmmmmcDu 
«r«6ssn. A^^iwiJi (a) R^njtii (b> 
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[003 5] C©<fc 5 tc&ffittJf (A) Rom^*iJl 
(B) (CtiWiM^OlL^lSltSlfitt, jusat 
>R*ffi (A) £@ttt£7NI& (B) ©«*{t«C*itfSJS 

tuts (a) ^sssiffiM (b) ©«-£•#, mmm 

(B) . Tfctofcfitt*5Fttfi (B) bl/<tt£liK9 

* » ^ < b ) tc** n*««»tta^®tt«©fi«^R 

(A) (c^lS4sL/< (B) lcWMLtcWr£i-C 

[0036] com^ommjammm^. mmmm 

(A) RtfJSIBJgJl (B) <D&mgj&m>5 %M:<bMm 
*-r?*SHS»<OByi«±. StfettJB (A) RtfjSttttn 

( b > ©iSBju5i£#© $ % s& ®aiu*-c* -5 mft<DWl * 
a (a) Ry^ssstn (b) oisa^j^oft&imik.^ 20 
jsigift^Fssw (b) <D&&{ttcistt zfflfcmm (a) i 

5s»tH (B) ©gf=^ 5 , *r©(HBM!JS»k:J:^rfT 
:bn&t,>©-C*£<3fr?*L ittc. iHMUm^MS 

£3®$&ffiJf (A) RE^SIiSiffiJl (B) ©pjIi&J^©* 

ci, ^fi&«^ffc^^M#fcft&^©-e$f*i/ 
<&<,». ssfc. «*ffcT*w©js»iiH (a) 
lajtcjggw^ b < tt^t^aifto^Kiosa^^c-a- 30 
z>ms. mmmm (a) «, jB&ccjsorssifl^rai&fii 

(B) iS^-r^ffliJ?:Sfcb-cfe^uu. taccu-cfcA 

l». «£fb^fc©JSttfiJB (B) OJ***|5HcaS«3 
E*t#fci±Sii^fcl§l««:. ^ffiJiJf (B) ti. as. 
ffl®tCtc;D-C5s»^Fffifli (A) iS^T^ffl'J^Sict. 

(a) iMmmmm (b) ^^Ksis^st, a 

^{b^i£ffi£3JSJW±K:br^&i|»fer#6,, ±fc. 40 
$ e> k±ib 2 n«±©ffl^{ b^FS^(c±ia«?f ©^fs 

-C# -5= i *P frtt©Jfct£8)a a o© h v -fis- yWL^\t^t> 
( B ) ffiiJ£ft^©8£*T,©±?i£ffliJ{CiS5rr 5 C $ u 

<. -e©t§-£©ffig£jiH«. ^©sftn©±^M*>p>iii 

[0 03 7] a^fcf^Wrt*. ^««l^flJ (A) fl!j& 

^©esn©±SiSJ^c lt feTajffltffc or 4>##fc?ii©i$ 
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iSflJ (A) ffllte^Oj&ftOTifcfl'KcT&i. 5£«*t 

(A) &*1^<D&ttfairtzt}%i&ffiJjfiiilctiS&}b-c 

m& (a) t*. @n«i (a) «s^uffi©s*^ira*> 
ifi-tz>m.m-t)ifi&r>-c\,->2>. u^o^Ase. c©c<fc# 

ss«*K*4 jemK^RNR^ (a) *^©»n 
sec j: o runesK: 0 f#?££<$}$-r z>tt -eBSutr & 

©T?£>&„ 

[0 03 8] (A) «. SiCr&J: 

5 ^^©tftiSftir s citr. igBtt^b^SSffi^© 

m$ (A) £*J^£«lftH±#«tt*4l»ttSte3*i 
TfM^ hSg*©$iftMiiiS^ffit; (A) ©^.-s 
SO^ii < £ 5 0 0-30' -CA&S-ltS 

Cit*^. 55Mft0~3 0' aym&& (%) «> ^« 
(A) ©tt*t©ElPltt«V>Ba#tt©RKi 0 
-Cffl^/c Sfc. $ift0-3 0 1 ©Wfl^ (%) 
2 o©^«$i^3iMSc^S> Z> » BSMSM lv T JfcfiS 3 n 
•5 4ft© i 5-bg/jN©ftlS ; &l'JSL> CMS^iL 
-C. C©«JS5: 1 0 0.ilift», ^Mft5>^*&. 
S^ft0~3 0 - {c#S*T.S3^ft©»*A. S'J^L/fc 
S^«©^=&Mt U A/MX 1 0 0-C**/c„ 

[0039] fcfeu, c©«t5«:«^t^iaffi*®li«l 

^Sflf (B) %f8£©ifeft©±ijftffliJtCL,-C, ft^Asajl 
-r^SP^ ( h v ^~>- h. Fi^- ©5 

(B) €«J^*®B^JtRW^IflWOW*^ri5l«ciB 

Htc £ % ic&jS&fflffi. A^iT,©JlH«c^ -5..^©^ 
ST*5. ccDJ;0&mSB, fjKOfci^tcjg^b^F 

^b^F^©^»*^^ (B) ffliJK:$6(c?RBS7&*a 

<t-rg?^-c^s©-ccbs. ma. ^©S(l^$#S 

^FKS^k: » . ^ / < > # > F ^Rt^^StikMI^NI^ ( A ) 

^ist)-YT-ms£^-otcmmm^mi (b> jbw© 
sa^»?t4ffiffl-ct. -e©s«^«7K©a#tt5~ 1 

». 5g/irf*a{cttsi. awe»^-rs^tt«i©«* 
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SO-CS?iK^. iSfrC. 1 5 sr/m 1 «±(t &£<!:. 

s^t^RS* (b> ©«fa*t>tt«ftftftiB#r»yt«>K» 
(a) *m»s«fc5&fl^. ssnftiawaftfttc^m-e 

[0040] ^Hgtcfc-^r. mm^L^^mm^M io 

* (a) ^^tftNiTm^ (b> ©a^boMWB. st® 
sni»tt«:«t*^wi» (a) iat-)!^ (b> © 
«^s^T'S>€.„ MAAftiiNisccji-s^wftn (a) tm 
mm? <.b> ©8w«&£ ». tmrn^ms 

( a > t> u < fcHSiaii'f * ^ ^ ( a > iteaiegiiBis 

* »:/ (b> turns a. mmmy* ?t (b> 
ns^$ma^*wt®^^^©ia*m:. wis 
M^©a*WT©)niSK© * (cm xmum v x . 
fsisyt^FSi^ (A) £isi&it7tt?& (B) 

c©«teo-t:fjie>ft.55s*8»f (a) 20 
(b> ©smhs^. -rttto^jsian^ijwp 

(A > «> I, < I*@K*t9 (A) &9S»K9 * 5, :/ 

(b> oa««^cc«fcsa^{fc^iatstt. ^mit^*? 

(A) iSS&ft^ffi (B) 

(b> #fflme&m <a> 1 1, 

(A) ©S&KcASii*. Sf8J{c^rm>©iI*l$i§0 

m&jmx.* mmmm (b) oD&flretfspjtsfctftstc 

(a) ifiK^j^ (b) ommw&xmhtizm 
■sit^t&mz. msmxmfi <a) tmmm^mi 

(B) ©iraKrv*-^*!;. KJRtt^n a n©*® 

tear*- 4 Bm%jzmc mti 3 . 
[0041] j^snt^* (a) bfflmxmt 

(b) onnK^b^-cftSttWA (B) z®m.?&mM 
m (b) 3Wj±«fl«pr«*©ii»*isi«cE5ai/rt»sfc 
£>. i> ? f a >14&c&ft. MM-enA^® 

ffijiK.^* ? hj&ifiiiccffift. A^aiab/cj*^©® 

(A) £^Btt7IK^ (B) ©a^fcB. SRHM5.&© 

HiSitfecgft. frojgjabfcf^©&fS91£#ffi; 
U*JC*j^-c. MUH)!n^ecJ:£€t%(ES (A) £JSSK 
H?*?^ (B) tA*©-*?**. £ 

fc. c©s&sMi&&{t<fc&5affi*tJi (a) ttmm^* 

( B ) ©«JS^tc*j^-cfe. *S«*£J! (A) 43 50 
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mmmm<Dmmxm^L. ^mmmm cb> ©<ssi^ 
mfrRvmmmm (b) ©^^#©»**i. *»si» 

©iW^JdWJOll'S.fc *) 6 1 5 XI«±fi«J*tCft4«fc ^ 
{CSS £ ft -a, 4 Ll>. C ©«£©&&*[]& 

^mmji (a) mmmm <b> coeik^uE 

(A) &tf*affi*tM (B) Oiftl&£j£a<Z>5£ft6ffitt 
j*re * £ fS^©Sfc*«T-Ctf t> ftSC£tf»*U<. ft 

ic&Mfjamtcjz&mmfev * * (a> <t^ji«>? * ? 

^ (B) ©8WS^{c*ji,»-C«. ^8*6^* (A) 
tJSttHS x-v~? ( B ) ©^MW&ftft &C«e«£{bMa 

B^cfrbft ■&/<:«&. cft*jj£js^fi=<ttt€.„ 

[0042 ] «T. 43Hg<cffi£9SK£IS (A). 
^ * » ^ ( B ) ©»Jg»#K J: S«^f t^HWJ©»jt 
ffiOflteBHH-i-*. *r. I^I4#^s»tiffe©^*i 
tB^»«L«:*>O*fie*&»I©*-K«lCc«t&0. Cft 

<fc 0 HFfseofpfflK j: o xmm s ft •> * ? ^ 

(A) «t»-C. »^ (A) {i. S«R 
mo*?-? (A) 4H^fc-r-5fcto«:. fin^bfc^ija 

ffi^Fli^ (A) ilWW K^^I^C^S 
ft6„ CCrjSHtttJi (A) SSIWi^aiyy (A) © 

**fflt,>-s©-c*)ftii. (a) it. mm 

v-]\>t¥-mv~J\<<Dfflxm}Wj:MKW$:ftt>-ft,c, 

mmmm (b) i^^^it (b> xru-f 
(a) ±K«Bi3t;. mmmm (a) isttd^**^ 

(B) ©«Jg{*4KsSU. MUaUM^ttttCCjftSldft 
5. ftU^^^Cc^3ftfc@NUM (A) 

vrf (B) ©ftJimi. SlilS^^ »^ (B) © 

»£i>«@tiitJB (a) tsiwt^**^ (B) <mm 
ic^i ft 5, ^a«ttis^im«©a£i4.^^©i4.^w 
J=. ^*^©si!^«T-c«ijaj]n^^»^(c<fco-c^ 
sassft> ^{t^7h<tLr#^m6ft^o 
[0043] a^fb^«ft*>etts*ffit*a 

fifil,»»-C**tf-3. ifeJUffl^^F. fcD 

Mitt, h-^^-h, ^'•yi''>-h > D-<< K¥*1f 
^. tR4Xt4^n a a ©*M40fi£-r?»gWRO*. ©iR^©'a 

^^©KJRtt^iat*. *®*t©5 %^«c< i h 

- h^t>tt-fe*> K^- hCCtt-^{b^SH&4ffll>SC i 

«. ^3S®t4© h h 2 i«flCFgj4tt©/f 
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e&iKf£5 it b -J -fis- b 2 v Vis- K4 <b©HtcBB 
B3 4vCt,>S. B&)&<$5B. -S*t9Cc&£ft-C 

tat. mmmi 2&m-thti. c©stii2i:i^<t: 

1 3 #IEg§ ft h 
■y h 2 £{$?SJ£{ftJl 1 1 <boratCjK<*®iaft©-fe 

F->- h 3 ?riag-r^^fe4)-5.o ^2t*9 <t©JRft 
5©R8Kf*?£fcffcMl l*iEKfit»^fe*i. 4nJB 

ns. m^^^tc^rt-SAJ, (i<tx,<5:© 
Vis- b 4 J: 0 fc/hS < » HI* ft^Wtcj^fiS-ct 6*5, 

at fe«t*fi^FJgtt*WLT*50, -e©«R 

HXft 5 ©SSHSIW 1 0 &e>'®JRtt^I a n a 1 ©S^ffl'JSP 8 

[0044] ^^©SyKffiBJp"^ iJafitf&fcff -3®* 
ilXtt^l D a a©^ffifef© "5 ^ . < t fc h y h 2 . 20 

•te*7> Jris— b 3©t,>Tftft>«:. ^^^©ifi-^fc^&fij 

fiSflltt. S^ffi^FS^ (A) ilfti^W <B) ©ffi 
£<fc3ft?ck©-C'&£. ^^•>-h4B, ?gt£R8j& 
14£+#<C#-<r-2,fe©-C&ft«:. **teS!ll!BM:&<v #R 

[0045] ®»Rf* 5 it. m<^mmt 

(Super Absorbent Polymer) £ 
£f*£l'-cc»£. cc-cs^^Tkttm^tcji, U-3 

^^Cf6ft> S?£L-<B. l^-3>, +^^7 > T 

fer-h, /^^©•fe;H3-^^*t'CS)6* 3 > 5?ff 

fityctj, ^^©ig^/i'^ffifliSft-ci^s. 

^liJiti. ®iR»cttefcfr6JBi>fcfttu£Wc*fttf 

^{cMistt&t^. •^©^^iz-T'^o^ii^ssB. t& 

5*. fSH. ffiffifina^*#^-r-S<t. ffi^O. 8~5m 
m©KH&c$>&C£:#S?i: IA>„ 
[004 6] S£3fcfr6m>6*VCl,>£ 

<KS«2 5 g/g«±-C*)-5Ci*5M*L<, mmViR 50 
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0 ^ vis <Dt -< n >St- /-^fi' lag^RJKf* 1 

L-C**^>ft^ D lS*H^W*#tfc^tt©«tett. ^© 
ST-S* 5 1 00-80 0Mmt*5C A 
#W ftitS^^f® JR^©|B^ £ ItiJ, * -| J7i"; V 

®iRft©i^««Cc>Ft 5-10 

mm\m&mm<Dm.mt. wmK.vmzh.zmm 

^^JfMSft. !»*©!&*«: ^ff^fc J;t>*-rftl£^J 
-^iftto^tc^b-c^ej^©^*^^. CRiRft© 

[0 047] -«5tc©JRftB, JB«fiyW>*>«>5»fiE 
u-3>, 7-fef-l-, b-n^, t-(a 

jRttlE©iST 5 &B5± - r Ztctbt . 3 6ic h * h 2 
CRJRtt^p^^* tit ©fSSStttcgti /ca?>T'* 

r». mmn<Dm^it^mncmi>?>mmm (b> ©is 
ttfttft^Sfrntf. #mjffli££i&t>T2^-c+#-c 
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*#K:IMBg;*ft&l»#. JtfSL<«. 3-9 Omm 
[0 04 8] 3e>tC. £2#9 £m.M&5<DiXt>K)lC. & 

ftfcCRUXgiB. ±E8^(**±iaH*ttJS(«t«: l 0 
7W F&fcflH*. -kIEK*tt$S*Kif£K 0 - 6 0 SS% 

©±cc±S3S*tt^«Bt«iK 10-60 aa%©±teMMS 
*t£&£)it&iif hi o €> © * mmmsL s -a-*^ s 

P>*a&,, ^#9 £5RJKf*5©— MKMSS^U, 3S 
#£§Wb£/eBSi&3tt£C£^T*oft, iftMiLt 20 

9 £ Q5>Kft 5 **— b 3 nft:©<CUi©®JR^ 5 Cc _LiB8ft 

[0049] — flgtc. eRiRtt^B. {&&©*□ i&ftl! 
T&*(cfoa>T^M©{&g ; &i&JRU ©JRftBf&ftJtKSs 30 
#?KB. Z<b£frhtmWcfolfi' f ) . 

©siiinE)5±4s-s» * ut^-m©— -5«t u-cmmm. 

gl 14, I- y -fls — h 2 <fc(RjRft5©iaCC/ra£5-t±'5> 

©*S^©»RM ; &l^±3-e-5.fe©-C*-5.„ frifcffiffcBl 1 
tc«. Sim ^FL^-r^A^M^ 

r#53F»»NHII^»A». JSaaWx-y^^fiittl? 40 
r, *i7K14t?*-2>ci*55?SU^o &?£fttS(Jli IB. 
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tstiii 1 £8*ttecr5t t&vzz. 

c©x5 1 u>S/i:ti7'nt:u>i©itS-^f*. #'Ji- 

-C ttJRBJffltt *F i 5^ > y >; 3 - ;b (Q A« 7^73 
:ttfe»Wk Of*) K) . xf u>ti;l-7^3-ji/ 
*fi£f* (i&S«x^-Jl, ; (&) S3) . tfllx 


iSPEBAX ; A 


20-1 0 01i%W$ L- < , ±fiBiBi*ffc«ffli«fc 

<3 jSBKsii? l -cmi&xm.* b 2 a« _L©)g^> <t o r 

iK7 ;w 3 - ;P U ^ r ;Ui&^©7 - * > WStStt 
BSffittSM I. » B # U * + "> x U > T ^ + J U x - 7- } \s 

a - ji-x x t-;u®^©# w * >i?ffir£tt?pJ*5WI 

4S0jAtfig^©^n^ (fiS%) B. 0. 05-1 
0. 011%iijff*K, ifB^ffitSttffU^jS^cjl 
!RLr#14"CgcU^B 2 e«±©?1^3£ L--C^ffl-r# 
•5. 3 6tc. ^*{b8tfll^#Mr§tt^J^©IS*{bffJ?r^ 
0jA^c«$S*fcB7 ^;ua©^M(c, #ffirStt»J^© 
^*{bS>J ; &^*Sft:B^#-r-2.C£fe-CtS„ *fti. h 

is- v 2 t^ffitsoi 1 1 tofflu-mmztizms 

KJ^— h 3 B, * 3 >tt©^* L/c 

[0p5i] fr^ffifcJi 1 1 tc^c»sslBm-t>7«fentt 
m^^SSTr-Si^ift^B, JS^S/cBS^^ffiffl 
■T-SCi^t?*. -5-©iSSKB0. 5-18d/f©W 

^fflr#?>„ »t©»]g#o. 5 d/f*si-c*a£. 

•¥>. m*tt4ifift3ttS/cfe©^ett©fiT*^C4© 
r»*L<&t>. i^CClSEtt^l 8 d/f 4iH^S£. Si 

gftW«. 5-15 0g/rf#tf*U>. ^FSSiSffi^ 

fcO, «3M4#ffiT-f &©-?$? $ U< jM^c, 15 
Og/nf £®A££^im!i*^&©«a s SS< ftO. 

tcm^zmsm (a) ©^ic^sn/ctw^ffl-c 
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3 0 < B 4 6 mSffim-C *oTfeI 
fihS^Kis^t, t&ffiBmffitt^3ft?tfc©#$f 15 O 

t,». mmtL-am&m. wnm.. u^mm^mm io 

3*1. »JKI«SIiU¥it*5. Site. 

tnMMtez&ffiiiaztix^-cii&i.K 3*e>cc, mmcom 
s^fcSMiB. tMr^-^tt, -g--5r-ft<rfc>j| 

^(Dmmo^Bmt, i. 3 JiLh-c.&-£c £*>*£? *o 20 

a-SrSiL/cii*. L/ (2V~ (tcS) ) -C*a66ft 

[0053] ft^tSMi Lxm^i>m^m^mmm 
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(54) COMPOSrTE NONWOVEN CLOTH AND ABSORBING MATERIAL USING THE SAME 

(57)Abstract: 

PROBLEM TO BE SOLVED: To obtain a composite nonwoven cloth having bulkiness, excellent 
feeling and touch, and excellent in permissibility of urine, etc., or spot permissibility with a slight 
turn back property and useful for an absorbing material, etc., by subjecting respectively specific 
short fibers nonwoven cloth, etc., to heat fusion to a specific state. 

SOLUTION: This composite nonwoven cloth has >2 joined layers of (A) a short fibers nonwoven 
cloth comprising >30 wt.% of heat fusible conjugate fibers having 38-90 mm fiber length and 
containing a thermoplastic resin of more than two kinds of high-melting component and low- 
melting component and <70 wt.% of hydrophilic fibers with (B) a short fibers nonwoven cloth 
having 3-30 mm fiber length. The component B is composed of heat fusible conjugate short 
fibers comprising a thermoplastic resin of more than two kinds of high-melting component and 
low— melting component, and respective of the heat fusible conjugate short fibers are heat 
fused, and 60-90° crossing angles of formed contact points of the short fibers occupy >50 % 
of whole contact points in the component B. 
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1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 


CLAIMS 


[Claim(s)] 

[Claim 1] It is at least the two-layer compound-ized nonwoven fabric to which the staple fiber 
nonwoven fabric (A) with a fiber length of 38-90mm and the staple fiber nonwoven fabric (B) with 
a fiber length of 3-30mm were joined. Said staple fiber nonwoven fabric (B) It is the thermal 
melting arrival nature compound staple fiber which consists of thermoplastics of at least two 
sorts of high-melting components, and a low-melt point point component. And these thermal 
melting arrival nature compound staple fibers are the compound-ized nonwoven fabrics 
characterized by the crossover angular distribution of the staple fiber contact which are formed 
by being carried out forming at least 50% of the total number of contacts of a staple fiber 
nonwoven fabric (B) with the crossed axes angle of 60-90 degrees thermal melting arrival. 
[Claim 2] The compound-ized nonwoven fabric according to claim 1 whose mixed ratio of 
hydrophilic fiber a staple fiber nonwoven fabric (A) consists of the thermal melting arrival nature 
bicomponent fiber (C) and the hydrophilic fiber (D) which consist of thermoplastics of at least 
two sorts of high— melting components, and a low-melt point point component, and is 70 or less % 
of the weight. 

[Claim 3] The compound-ized nonwoven fabric according to claim 1 or 2 whose at least 50% of 
the total number of contacts of a nonwoven fabric (A) is the crossed axes angle of 0-30 degrees 
in the crossover angular distribution of a contact in which it is contacted or joined and the fiber 
which constitute a staple fiber nonwoven fabric (A) is formed. 

[Claim 4] The compound-ized nonwoven fabric given in any of claims 1-3 they are with which a 

staple fiber nonwoven fabric (A) has a density gradient in the thickness direction. 

[Claim 5] The compound-ized nonwoven fabric given in any of claims 1-4 they are with which a 

staple fiber nonwoven fabric (B) has a density gradient in the thickness direction.- 

[Claim 6] The compound-ized nonwoven fabric given in any of claims 1-5 they are heat-treated 

below with the melting point of a high-melting component more than the melting point of the 

low-melt point point component of the thermal melting arrival nature bicomponent fiber with 

which a staple fiber nonwoven fabric (A) is contained in this nonwoven fabric. 

[Claim 7] The manufacturing method of the compound-ized nonwoven fabric characterized by to 

heat-treat below with the melting point of a high-melting component, and to form a staple fiber 

nonwoven fabric (B) more than the melting point of the low-melt point point component of the 

thermoplastics contained in staple fiber Webb who deposited after depositing thermal melting 

arrival nature compound staple fiber Webb who consists of thermoplastics of at least two sorts 

of high-melting components, and a low-melt point point component on a staple fiber nonwoven 

fabric (A), carrying out filamentation scattering by the air RAID method. 

[Claim 8] Absorptivity [ nonwoven fabric / according to claim 1 to 6 / compound-ized ] goods 
using one or more sorts in the top sheet of facing, and a second sheet. 

[Translation done.] 
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* NOTICES * 

JPO and NCIPI are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 


DETAILED DESCRIPTION 


[Detailed Description of the Invention] 
[0010] 

[Field of the Invention] This invention is bulky and relates to aesthetic property, the good 
compound-ized nonwoven fabric of a feel and its manufacturing method, and the absorptivity 
goods using it. In more detail Absorptivity goods, such as a disposable diaper and a sanitary 
napkin, It can be used suitable for a filter material besides being the clothes for an operation, a 
credit cloth, the base fabric of HAPPU material, etc., engineering-works materials, etc. The 
permeability of body fluid especially required of the top sheet of absorptivity goods, such as a 
disposable diaper and a sanitary napkin, It is related with spot permeability, a feeling of 
SARATTO, the compound-ized nonwoven fabric that is excellent in the transmitted lowness of 
the reversion nature of body fluid and its manufacturing method, and absorptivity goods using 
the compound-ized nonwoven fabric of this invention further. 
[0011] 

[Description of the Prior Art] Since the staple fiber nonwoven fabric obtained by the technique 
represented by the card method is constituted by the staple fiber which is excellent in 
homogeneity and has crimp, its feels, such as the touch, are good bulky. However, the staple 
fiber which constitutes the nonwoven fabric arranges the staple fiber nonwoven fabric obtained 
using the card method in the longitudinal direction (production direction of a nonwoven fabric) of 
a machine, i.e., direction, of a nonwoven fabric, and it is inferior to random nature in it extremely, 
for this reason, the case where it uses for the facing, especially the top sheet of absorptivity 
goods although the tensile strength of the direction of a machine was strong and excellent in the 
working characteristic (high-speed productivity) of absorptivity goods — the operation with this 
staple fiber nonwoven fabric like [ the direction of a machine of a nonwoven fabric ] a capillary 
tube — working — the time of transparency of body fluid — body fluid — the array direction of 
fiber — breadth — easy — there was being inferior to permeability and a fault of being easy to 
carry out liquid retaining. 

[0012] On the other hand, as the Webb forming method for treating fiber with comparatively 
short fiber length rather than the card method, the paper-making method and the air RAID 
method are learned. Any approach carries out suction accumulation, after distributing a staple 
fiber in water or a medium called air, and it forms Webb. For this reason, the nonwoven fabric by 
this both-hands method has the random array direction of fiber, and when it uses for the facing, 
especially the top sheet of absorptivity goods, it excels in spot permeability. However, although 
the nonwoven fabric into which the fiber of non-crimp was processed by the paper-making 
method was high intensity comparatively, when the loft was extremely inferior and it used as 
facing of absorptivity goods, it was inferior to permeability, and it had the fault that feels, such as 
about [ that it is easy to carry out liquid retaining ] and the touch, were bad. Being easy to carry 
out liquid retaining of the permeability of this nonwoven fabric, and the feel bad, crimp is not 
discovered to the staple fiber of configuration fiber, and the reason nil why feels, such as the 
touch, are bad is because apparent density gravity is high and there are few content air 
contents. Therefore, if a staple fiber with crimp is used, it will be thought that the good staple 
fiber nonwoven fabric of a feel is obtained. However, the nonwoven fabric into which fiber with 


JP.10-273884.A [DETAILED DESCRIPTION] 


2/23 


crimp was processed by this approach Although a loft improves and being excelled in the 
lowness of the permeability of body fluid, spot permeability, a feeling of SARATTO, and the 
reversion nature of the transmitted body fluid, since the array of fiber is random, By passing a 
card radical, as compared with the nonwoven fabric in which fiber carried out orientation, the 
reinforcement of the direction of a machine was comparatively small, and there was a fault of 
being inferior to the working characteristic (high-speed productivity) of absorptivity goods harder 
[ which is easy to be torn ]. Moreover, although the nonwoven fabric by the air RAID method is 
excellent in the lowness of the permeability of body fluid, spot permeability, a feeling of 
SARATTO, and the reversion nature of the transmitted body fluid when it is bulky and uses for 
the facing, especially the top sheet of absorptivity goods rather than the nonwoven fabric 
generally obtained by the paper-making method By the same reason as the case where a 
crimped staple is used for a paper-making method, the reinforcement of the direction of a 
machine was comparatively small, and there was a fault of being inferior to the working 
characteristic (high-speed productivity) of absorptivity goods harder [ which is easy to be torn ]. 

[0013] Thus, it was difficult for which staple fiber nonwoven fabric to have the advantage and 
demerit, and to reconcile these advantages in a monolayer. The nonwoven fabric which carried 
out the laminating of the staple fiber nonwoven fabric by a random carding machine etc. and the 
staple fiber nonwoven fabric by the usual carding machine to JP.58-180651.A is indicated by the 
similar technique of reconciling the advantage of these staple fiber nonwoven fabric. However, 
since the crossed axes angle between staple fibers from which the staple fiber nonwoven fabric 
by the random carding machine given in this technique produces some random nature by friction 
between fiber in case fiber is ************(ed) with the needle of a carding machine, since it is 
obtained after all using the card method, although given tends to form an acute angle and the 
staple fiber which constitutes the nonwoven fabric in addition is carrying out orientation in the 
longitudinal direction of a machine, i.e., direction, of a nonwoven fabric, it is inferior to random 
nature. For this reason, when it used as facing of absorptivity goods, since the operation like 
[ the direction of a machine of a nonwoven fabric ] a capillary tube worked and body fluid tends 
to have spread in the array direction of fiber at the time of transparency of body fluid, this staple 
fiber nonwoven fabric and this laminating nonwoven fabric might say that it is easy to carry out 
[ that it is inferior to permeability, and ] liquid retaining, and it was lacking in spot permeability 
and easy to relapse into it. That is, the laminating nonwoven fabrics concerning this technique 
were not the penetrable goodness of body fluid, such as urine which is the property of a proper 
as facing of absorptivity goods, such as a disposable diaper and a sanitary napkin, sweat, and 
blood, spot permeability, a feeling of SARATTO, and the thing whose satisfaction is possible 
about the transmitted lowness of the reversion nature of body fluid. 
[0014] 

[Problem(s) to be Solved by the Invention] The 1 st purpose of this invention is offering aesthetic 
property and the good compound-ized nonwoven fabric of a feel with bulky, and the 2nd purpose 
is to raise the permeability of body fluid, such as urine, sweat, and blood, spot permeability, and a 
feeling of the touch, and offer the low compound-ized nonwoven fabric of reversion nature, and 
its manufacturing method, when it is used for the member which body fluid, such as facing of the 
severe absorptivity goods of especially a military requirement especially a top sheet, or a second 
sheet, penetrates. As a result of repeating research wholeheartedly that the above-mentioned 
technical problem should be solved, this invention persons by compound-izing the staple fiber 
nonwoven fabric and a certain specific staple fiber nonwoven fabric by the card method Fully 
reduce the apparent density gravity of a compound-ized nonwoven fabric, and the touch of 
tensile strength is highly good. It knows that it will excel in the permeability and spot permeability 
of body fluid which are furthermore required of the facing of absorptivity goods, such as a 
disposable diaper and a sanitary napkin, and the low compound-ized nonwoven fabric of 
reversion nature can be offered, and came to complete this invention. 
[0015] 

[Means for Solving the Problem] 

(1) It is at least the two-layer compound-ized nonwoven fabric to which the staple fiber 
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nonwoven fabric (A) with a fiber length of 38-90mm and the staple fiber nonwoven fabric (B) with 
a fiber length of 3-30mm were joined. Said staple fiber nonwoven fabric (B) is a thermal melting 
arrival nature compound staple fiber which consists of thermoplastics of at least two sorts of 
high-melting components, and a low-melt point point component. And these thermal melting 
arrival nature compound staple fibers are the compound-ized nonwoven fabrics characterized by 
the crossover angular distribution of the staple fiber contact which are formed by being carried 
out forming at least 50% of the total number of contacts of a staple fiber nonwoven fabric (B) 
with the crossed axes angle of 60-90 degrees thermal melting arrival. 

(2) from the thermal melting arrival nature bicomponent fiber (C) with which a staple fiber 
nonwoven fabric (A) consists of thermoplastics of at least two sorts of high-melting components, 
and a low-melt point point component, and hydrophilic fiber (D) — becoming — and the mixing 
ratio of hydrophilic fiber — a compound-ized nonwoven fabric given in (1) term whose rate is 70 
or less % of the weight. 

(3) the crossover angular distribution of a contact in which it is contacted or joined and the fiber 
which constitute a staple fiber nonwoven fabric (A) is formed — setting — the compound-ized 
nonwoven fabric of (1) which is 30 degrees or a publication in the crossed axes angle 0 - (2) 
terms of at least 50% of the total number of contacts of a nonwoven fabric (A). 

(4) The compound-ized nonwoven fabric given in any of (1) - (3) term they are with which a 
staple fiber nonwoven fabric (A) has a density gradient in the thickness direction. 

(5) The compound-ized nonwoven fabric given in any of (1) - (4) term they are with which a 
staple fiber nonwoven fabric (B) has a density gradient in the thickness direction. 

(6) The compound-ized nonwoven fabric given in any of (1) to (5) term they are heat-treated 
below with the melting point of a high-melting component more than the melting point of the 
low-melt point point component of the thermal melting arrival nature bicomponent fiber with 
which a staple fiber nonwoven fabric (A) is contained in this nonwoven fabric. 

(7) The manufacturing method of the compound-ized nonwoven fabric characterized by to heat- 
treat below with the melting point of a high-melting component, and to form a staple fiber 
nonwoven fabric (B) more than the melting point of the low-melt point point component of the 
thermoplastics contained in staple fiber Webb who deposited after depositing thermal melting 
arrival nature compound staple fiber Webb who consists of thermoplastics of at least two sorts 
of high-melting components, and a low-melt point point component on a staple fiber nonwoven 
fabric (A), carrying out filamentation scattering by the air RAID method. 

(8) Absorptivity [ nonwoven fabric / given in either of the (1) - (6) terms / compound-ized ] 
goods using one or more sorts in the top sheet of facing, and a second sheet. 

[0016] 

[Embodiment of the Invention] By taking the above-mentioned configuration, this invention 
conquers the staple fiber nonwoven fabric (A) at the time of using as independent/and the weak 
spot of (B) by making it a compound-ized nonwoven fabric, and the description is that it is 
pulling out both merit to the maximum extent. Namely, a staple fiber nonwoven fabric (A) 
reinforces substantially the lowness of the tensile strength of the direction of a machine of a 
staple fiber nonwoven fabric (B). Since the staple fiber (A) has arranged in the longitudinal 
direction of a machine, i.e., direction, of a nonwoven fabric, are generated. It is having prevented 
reversion of the body fluid with which the body fluid permeability ability which was excellent in 
the staple fiber nonwoven fabric (B) in the badness of spot permeability of a staple fiber 
nonwoven fabric (A) raised the body fluid permeability of a compound-ized nonwoven fabric, spot 
permeability, and a feeling of SARATTO, and penetrated them. This invention is explained to a 
detail below. The compound-ized nonwoven fabric concerning this invention consists of a staple 
fiber nonwoven fabric (A) with a fiber length of 38-90mm and a staple fiber nonwoven fabric (B) 
of fiber length 3-30. The staple fiber layer which constitutes a staple fiber nonwoven fabric (A) is 
hereafter used into a staple fiber layer (A) or staple fiber Webb (A), the staple fiber which 
constitutes these further is used as a staple fiber (A), and, also in a staple fiber nonwoven fabric 
(B), it is made the same. 

[0017] It comes to carry out accumulation junction of the staple fiber (A), and the staple fiber 
nonwoven fabric (A) as used in the field of this invention can be conventionally obtained using a 
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well-known carding machine, for example, a parallel card machine, a random carding machine, a 
random webber, etc. The fineness of the staple fiber which constitutes a staple fiber nonwoven 
fabric (A) can perform various use, such as detailed fineness (0.5 - 2 d/f), fine size (2-12 d/f), 
inside fineness (12-50 d/f), and ****** (50 - 1000 d/f), by the application. When using it 
especially for the facing of absorptivity goods, the fineness of a staple fiber (A) has 0.5-desirable 
1 2d. the time of filamentation of the staple fiber (A) being carried out if the fineness of a staple 
fiber (A) becomes less than 0.5 d/f — the needle of a filamentation machine — a passage — 
being hard — since only the heterogeneous staple fiber nonwoven fabric with which the so- 
called nep exists is obtained, it is not desirable. Conversely, if the fineness of a staple fiber (A) 
exceeds 12 d/f, since the staple fiber nonwoven fabric (A) which is rich in flexibility by the 
rigidity of a staple fiber (A) becoming high will not be obtained, it is not desirable. When using it 
for the facing of absorptivity goods especially, the 0.5-6d [/f ] thing of fineness is the most 
desirable. In addition, to the clothes for an operation, a credit cloth, and the base fabric of 
HAPPU material, wide range application of inside fineness (12-50 d/f) - ****** (50 - 1000 d/f) 
can be aimed at at fine size (2-12 d/f) and engineering-works materials. 
[0018] Although the superintendent officer of a staple fiber nonwoven fabric (A) is arbitrary, 
when using it for the clothes for an operation, a credit cloth, the base fabric of HAPPU material, 
etc. by the application used, 5-150 g/m2 is desirable. Since handling is difficult or homogeneity 
falls when the superintendent officer of a staple fiber nonwoven fabric (A) becomes less than 
two 5 g/m in case the thickness of a staple fiber nonwoven fabric (A) becomes thin too much 
and staple fiber Webb (A) is made to fix, or in case the fixed staple fiber nonwoven fabric (A) is 
rolled round and the laminating of the staple fiber (B) is carried out to deposition or a staple fiber 
nonwoven fabric (B), it is not desirable. On the contrary, since the rigidity of the staple fiber 
nonwoven fabric itself will become high and flexibility will fall if 150 g/m2 is exceeded, it is not 
desirable. When using it for the facing of absorptivity goods especially, the superintendent officer 
of a staple fiber nonwoven fabric (A) has desirable 5-50 g/m2. Furthermore, what the crimp for 
*****#******(ing) with a carding machine was given is used for a staple fiber (A). As a crimp 
configuration, a spiral mold, a zigzag mold, a U character mold, etc. are illustrated, it divides, and 
a spiral mold and a U character mold are desirable in a point with a good loft. 
[0019] As a staple fiber (A) which constitutes the staple fiber nonwoven fabric (A), the synthetic 
fiber which consists of thermoplastics or non-thermoplastics, a semi-synthetic fiber, a natural 
fiber, an inorganic fiber, etc. can be used. When a staple fiber (A) uses raw materials other than 
thermoplastics, in case a staple fiber (A) fixes staple fiber Webb (A), its thing of fusibility is 
desirable from the point that the variety of processing spreads to a solvent. When a staple fiber 
is thermoplasticity, a staple fiber (A) may be fiber which consists of one component, and may be 
a bicomponent fiber which consists of two or more components, 3 [ for example, ], or 4 
components. However, if economical efficiency is taken into consideration, except for a special 
application, two components are enough. The thermoplastics which serves as a raw material of a 
staple fiber (A) here can illustrate polyolefine systems, such as various kinds of polyethylene and 
polypropylene, a polyester system, a polyamide system, a polyurethane system, etc., and is a 
polyolefine system especially preferably. Although you may be a non-thermal melting arrival 
nature bicomponent fiber and you may be a thermal melting arrival nature bicomponent fiber as a 
compound staple fiber, when the effectiveness of contact adhesion immobilization of the staple 
fibers of a staple fiber nonwoven fabric (A) and the effectiveness of the junction in compound- 
izing with the staple fiber nonwoven fabric (B) of a back process are taken into consideration, it 
is desirable that a thermal melting arrival nature bicomponent fiber is included. A thermal melting 
arrival nature compound staple fiber is a compound staple fiber more than the two-component 
system by which a low-melt point point component is formed in a part of fiber front face [ at 
least ]. 

[0020] As an example of the combination of a thermal melting arrival nature compound staple 
fiber, high density polyethylene/polypropylene, Straight chain-like low density polyethylene / 
polypropylene, low density polyethylene/polypropylene, the duality of a propylene and other alpha 
olefins — a copolymer or a ternary polymerization object / polypropylene — Straight chain-like 
low density polyethylene / high density polyethylene, low density polyethylene/high density 
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polyethylene, Various kinds of polyethylene/thermoplastic polyester, 

polypropylene/thermoplastic polyester, the duality of a propylene and other alpha olefins — a 
copolymer or a ternary polymerization object / thermoplastic polyester — Low-melt point point 
heat plasticity polyester / thermoplastic polyester, the duality of various kinds of 
polyethylene/nylon 6, polypropylene/nylon 6, a propylene, and other alpha olefins — a copolymer 
or a ternary polymerization object / nylon 6, nylon 6 / Nylon 66, nylon 6/thermoplastic polyester, 
etc. can be mentioned. 

[0021] In these, the combination which consists of polyolefine systems or a polyolefine system, 
and a polyester system is desirable, and can mention high density polyethylene / polypropylene, 
an ethylene propylene butene-1 crystallinity ternary polymerization object / polypropylene, or 
high density polyethylene/polyethylene terephthalate as the example. Furthermore, in these, 
polyolefine systems, for example, high density polyethylene/polypropylene, an ethylene propylene 
butene-1 crystallinity ternary polymerization object / polypropylene, etc. are desirable especially 
from a chemical-resistant field. 

[0022] The melting point difference or softening temperature difference of a high-melting 
component and a low-melt point point component of this compound component has desirable 15 
degrees C or more. For example, when this melting point or softening temperature is A>B>C, one 
[ at least ] melting point difference or softening temperature difference between AB(s) and 
between BC has 1 5 degrees C or more desirable [ a thermal melting arrival nature compound 
staple fiber consists of thermoplastics of A B, and three sorts of C, and ]. That is, when the 
thermoplastics which constitutes a thermal melting arrival nature compound staple fiber is put in 
order in order with the high melting point, or low order, it is desirable that at least one of the 
melting point difference of a ****** component or the softening temperature differences is 15 
degrees C or more. Moreover, the melting point or softening temperature of three sorts of 
thermoplastics A, B, and C which constitutes a thermal melting arrival nature compound staple 
fiber is A>B>C, when a melting point difference or a softening temperature difference 15 degrees 
C or more is only between AB(s), A is defined as B and a high-melting component and C are 
defined as a low-melt point point component. Furthermore, the melting point or softening 
temperature of three sorts of thermoplastics A, B, and C which constitutes a thermal melting 
arrival nature compound staple fiber is A>B>C. When there is a melting point difference or a 
softening temperature difference 1 5 degrees C or more both between AB(s) and between BC, A 
is defined as a high-melting component, C is defined as a low-melt point point component, and 
after a compound staple fiber fulfills the conditions of being a thermal melting arrival compound 
staple fiber, even if B is treated by which of a high-melting component and a low-melt point 
point component, it does not interfere. That is, when a thermal melting arrival nature compound 
staple fiber consists of three or more sorts of thermoplastics, a low-melt point point component 
and a high-melting component are defined for the melting point difference or softening 
temperature difference of a ****** component when putting in order the thermoplastics which 
constitutes a thermal melting arrival nature compound staple fiber in order with the high melting 
point, or low order bordering on for 1 5 degrees C or more. When during this period [ two or 
more ] furthermore exist, after fulfilling the conditions that a low-melt point point component is 
formed in a part of fiber front face [ at least ], a low-melt point point component and a high- 
melting component may be defined bordering on between arbitration. 

[0023] Furthermore, as the synthetic fiber which consists of the resin of non-thermoplasticity, a 
semi-synthetic fiber, a natural fiber, and an inorganic fiber, the fiber by phenol system resin, 
rayon, cuprammonium rayon, acetate, a carbon fiber, glass fiber, etc. can be illustrated. 
Moreover, the bicomponent fiber of a sheath-core type, an eccentric sheath-core type, a parallel 
connected type, a multilayer mold, and a sea-island type can be used for this compound staple 
fiber. Moreover, as for the staple fiber, the coloring agent, the illuminant-proof, the flame 
retarder, the antimicrobial agent, etc. may be added by the application. Furthermore, the cross 
section of a staple fiber may be circular, or you may be an anomaly, and the staple fiber with 
these cross sections may be a hollow mold, or may not be so. The staple fiber nonwoven fabric 
(A) may consist of two or more sorts of staple fibers (A). That is, in the case of that from which 
a staple fiber nonwoven fabric (A) differs in the combination of resin in the case of a compound 
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die or a single mold, and a compound die, the thing they are not thermal melting arrival nature or 
thermal melting arrival nature in the case of [ whose ] a compound die, and the single mold, it 
may be further constituted by cotton-mixing of two or more sorts of staple fibers (A) by various 
combination although it differs they are [ cotton-mixing ] the so-called thing of resin, the thing 
from which a cross-section configuration differs, a hollow mold or a thing without that right, and 
fineness. Moreover, a staple fiber nonwoven fabric (A) may be a monolayer which consists of 
above-mentioned staple fibers, and may be more than two-layer. When using a compound-ized 
nonwoven fabric for the member which body fluid penetrates, a compound-ized nonwoven fabric 
must be a hydrophilic property. In order to carry out hydrophilization of the compound-ized 
nonwoven fabric, a staple fiber (A) and (B) make hydrophilization agents, such as a surfactant, 
apply or adhere to the front face, and can be processed to a hydrophilic property. When a staple 
fiber (A) and (B) consist of thermoplastics especially, hydrophilization agents, such as 
hydrophilization resin and a surfactant, are scoured to this thermoplastics, and a staple fiber (A) 
and (B) can also be beforehand made into a hydrophilic property by fabricating fiber. Moreover, 
the example of hydrophilization resin or a surfactant and the application approach, and 
applicability are the same as the case of the body fluid diffusion layer of the absorptivity goods 
mentioned later. 

[0024] In this invention, especially, as a desirable staple fiber nonwoven fabric (A), this thermal 
melting arrival nature compound staple fiber is contained 30% of the weight or more in a staple 
fiber nonwoven fabric, and between staple fibers is combined by the low-melt point point 
component of this thermal melting arrival nature compound staple fiber. Moreover, the thermal 
melting arrival nature staple fiber of 15-degree-C or more low-melt point point can be 
interwoven 30% of the weight or more rather than this configuration staple fiber, and the staple 
fiber nonwoven fabric which combined the main configuration staple fiber with this thermal 
melting arrival staple fiber can also be used for a main configuration staple fiber. Thus, like a 
thermal melting arrival nature compound staple fiber or a low-melt point point heat welding 
nature staple fiber, it is fibrous and is because the aesthetic property of the staple fiber 
nonwoven fabric (A) with which association of fiber is performed only in the point of contact 
instead of the shape of a field, and is obtained becomes good and the reason for combining 
between fiber is rich in flexibility, moreover, cotton-mixing of said thermal melting arrival nature 
compound staple fiber and hydrophilic staple fiber constitutes a staple fiber nonwoven fabric (A) 
— you may have — the rate of cotton-mixing of a hydrophilic staple fiber — 0- of a staple fiber 
nonwoven fabric — it is 0 - 30 % of the weight preferably 70% of the weight. Although the reason 
made into this range is excellent in the repeat permeability of body fluid mixing with cotton a 
hydrophilic staple fiber, it is because a thermal melting arrival nature compound staple fiber will 
become less than 30 % of the weight if the rate of cotton-mixing of a hydrophilic staple fiber 
exceeds 70 % of the weight, and gestalt maintenance of the staple fiber nonwoven fabric by the 
welding of a thermal melting arrival nature compound staple fiber becomes difficult. 
[0025] In the hydrophilic staple fiber said here, rayon, cuprammonium rayon, acetate, Vinylon, 
nylon, protein and acrylonitrile copolymerization yarn, cotton, wool, silk, hemp, pulp, high-polymer 
absorbent (Super Absorbent Polymer) fiber, biodegradability fiber, etc. can be illustrated, and 
they are cellulosic fibers, such as rayon, cuprammonium rayon, acetate, cotton, and pulp, high- 
polymer absorbent fiber, and biodegradability fiber especially preferably. Moreover, a staple fiber 
nonwoven fabric (A) may be one layer which consists of said thermal melting arrival nature 
compound staple fiber or said thermal melting arrival nature compound staple fiber, and a 
hydrophilic staple fiber, and may be more than two-layer. When carrying out a staple fiber 
nonwoven fabric more than two-layer, a staple fiber nonwoven fabric (A) has the desirable thing 
which made the density gradient give in the thickness direction of a nonwoven fabric. That is, as 
for staple fiber Webb, it is desirable to make a density gradient form and to carry out deposition 
junction so that a consistency may decrease gradually so that a consistency may increase 
gradually. Moreover, the thing which made the blended ratio of hydrophilic fiber give inclination in 
the thickness direction of a nonwoven fabric is also desirable. That is, as for staple fiber Webb, it 
is desirable to carry out deposition junction so that it may decrease gradually so that the 
blended ratio of hydrophilic fiber may increase gradually. Thus, the reason for giving inclination to 
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a staple fiber nonwoven fabric (A) at the blended ratio of a density gradient or hydrophilic fiber is 
because the reversion after the permeability of body fluid improving with the property which 
moves to a place high from the low place of the property which moves to a dense part, or a 
hydrophilic property and penetrating from a part **** in the consistency of a liquid is prevented 
and it becomes still more suitable for use of the facing of absorptivity goods etc. 
[0026] The staple fiber nonwoven fabric (A) with the above configurations is the following, and is 
made and manufactured. That is, that in which a thermal melting arrival nature staple fiber and 
other fiber carried out mixed **** is conventionally supplied to a well-known carding machine, 
and uniform Webb spun by the predetermined approach from this is obtained. And it introduces 
into the inside made full of a heating gas style, and a staple fiber nonwoven fabric (A) is obtained 
by heat-treating below with the melting point of a high-melting component more than the melting 
point of the low-melt point point component of the thermal melting arrival compound staple fiber 
contained in staple fiber Webb (A). Or when the thermal melting arrival nature fiber contained in 
staple fiber Webb (A) is a single fiber, a staple fiber nonwoven fabric (A) can be obtained by 
carrying out thermocompression bonding with the point bond processing machine constituted 
with for example, a concavo-convex roll and a smooth roll. Moreover, as staple fiber Webb's (A) 
immobilization (nonwoven-fabric-izing), not only the above-mentioned example, i.e.. the hot blast 
heating method, but well-known technique, for example, the needle punch method, a high- 
pressure stream method, the embossing roll method, the ultrasonic heating method, etc. may be 
used, and you may be the combination of these technique. As combination of staple fiber Webb 
(A) immobilization (nonwoven-fabric-izing) Needle punch processing, embossing roll processing 
and needle punch processing, and ultrasonic heat-treatment, Needle punch processing, hot blast 
heat-treatment and high-pressure stream processing, embossing roll processing and high- 
pressure stream processing, ultrasonic heat-treatment and high-pressure stream processing, hot 
blast heat-treatment, etc. can be illustrated. These processings Although the sequence is not 
asked, it is more desirable to perform needle punch processing previously in the point of avoiding 
bad influences to the heat welding point formed of embossing roll processing, ultrasonic heat- 
treatment, and hot blast heat-treatment, such as destruction and cutting. 

[0027] On the other hand, a staple fiber nonwoven fabric (B) has the specific configuration which 
comes to carry out accumulation junction and the staple fiber (B) of 3-30mm of cut length 
mentions later. The fineness of a staple fiber (B) can perform various use, such as detailed 
fineness (0.5 - 2 d/f), fine size (2-12 d/f), inside fineness (12 - 50 d/f), and ****** (50 - 1000 
d/f), by the application. When using it especially for the facing of absorptivity goods, the fineness 
of a staple fiber (B) has 0.5-desirable 1 2d. the time of fomentation of the staple fiber (B) being 
carried out if the fineness of a staple fiber (B) becomes less than 0.5 d/f — the needle of a 
filamentation machine — a passage — being hard — since only the heterogeneous staple fiber 
nonwoven fabric (B) with which the so-called nep exists is obtained, it is not desirable. 
Conversely, if the fineness of a staple fiber (B) exceeds 12 d/f, since the staple fiber nonwoven 
fabric (B) which is rich in flexibility by the rigidity of a staple fiber (B) becoming high will not be 
obtained, it is not desirable. When using it for the facing of absorptivity goods especially, the 0.5- 
6d [/f ] thing of fineness is the most desirable. In addition, to the clothes for an operation, a 
credit cloth, and the base fabric of HAPPU material, wide range application of inside fineness (12 
- 50 d/f) - ****** (50 - 1000 d/f) can be aimed at at fine size (2-12 d/f) and engineering- 
works materials. 

[0028] Moreover, like a staple fiber nonwoven fabric (A), although the superintendent officer of a 
staple fiber nonwoven fabric (B) is arbitrary, when using it for the clothes for an operation, a 
credit cloth, the base fabric of HAPPU material, etc. by the application used, 5-150 g/m2 is 
desirable. If the superintendent officer of a staple fiber nonwoven fabric (B) becomes less than 
two 5 g/m, since the thickness of a staple fiber nonwoven fabric (B) becomes thin too much like 
the case of a staple fiber nonwoven fabric (A), handling will be difficult or homogeneity will fall, it 
is not desirable. On the contrary, since the rigidity of the staple fiber nonwoven fabric (B) itself 
will become high and flexibility will fall if 150 g/m2 is exceeded, it is not desirable. When using it 
for the facing of absorptivity goods especially, the superintendent officer of a staple fiber 
nonwoven fabric (B) has desirable 5-50 g/m2. That whose fiber length is 3~30mm can be used 
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for a staple fiber (B). If the fiber length of a staple fiber (B) is set to less than 3mm, since the 
loft of a staple fiber nonwoven fabric (B) will fall and apparent density gravity will become high, it 
is not desirable. On the contrary, since filamentation nature will worsen and homogeneity will fall 
if it exceeds 30mm, it is not desirable. That whose fiber length is 3-1 5mm is especially desirable 
in the good point of a loft and homogeneity. Furthermore, the thing to which crimp was given, and 
the thing of non-crimp can be used for a staple fiber (B). In a point with a good loft, that [ a 
staple fiber's (B)'s ] by which crimp grant was carried out is especially desirable. As crimp, a 
spiral mold, a zigzag mold, a U character mold, etc. are illustrated, and they are a spiral mold and 
a U character mold preferably. Moreover, when manufacturing a staple fiber nonwoven fabric (B) 
using a paper-making method, the staple fiber (B) with which crimp was given must be used. The 
reason for having to use a crimped staple by the paper- making method is for being inferior and 
being easy to carry out liquid retaining to the permeability of body fluid, when this approach used 
water for the medium of the Webb formation, and a loft is lost, and the opening of the nonwoven 
fabric obtained becomes small and it is used for the facing of absorptivity goods according to a 
dynamic operation of that medium. 

[0029] A staple fiber (B) is a bicomponent fiber which has the thermal melting arrival nature by 
various combination, such as polyolefine system resin, such as various kinds of polyethylene and 
polypropylene, polyester system resin, and polyamide system resin. The reason for having used 
the staple fiber (B) as the thermal melting arrival nature compound staple fiber is for holding the 
specific structure mentioned later, more than the two-component system, for example, three 
components, by which a low-melt point point component is formed in a part of fiber front face 
[ at least ] with a thermal melting arrival nature compound staple fiber, or four components — 
since — it is the becoming compound staple fiber. However, except for a specific application, 
two components are desirable, in view of economical efficiency. The resin used for a thermal 
melting arrival nature compound staple fiber (B) and its combination can use the thermoplastics 
which was indicated in the case of the staple fiber nonwoven fabric (A), and its combination as it 
is. However, the selection is performed independently of the case of a staple fiber nonwoven 
fabric (A). Furthermore, when the resin of three or more components is used, a high-melting and 
low-melt point point side is defined like the case of a staple fiber nonwoven fabric (A). Moreover, 
the bicomponent fiber of a sheath-core type, an eccentric sheath-core type, a parallel 
connected type, a multilayer mold, and a sea-island type can be used for this thermal melting 
arrival compound staple fiber (B). Moreover, as for the staple fiber (B), the coloring agent, the 
illuminant-proof, the flame retarder, the antimicrobial agent, etc. may be added by the 
application. Furthermore, the cross section of a thermal melting arrival nature compound staple 
fiber (B) may be circular, or you may be an anomaly, and the thermal melting arrival nature 
compound staple fiber (B) with these cross sections may be a hollow mold, or may not be so. 
[0030] The staple fiber nonwoven fabric (B) may be constituted by cotton-mixing of 2 or more 
sorts by various combination although it differs of thermal melting arrival nature compound 
staple fiber (B) they are [ compound ] that from which the combination of resin differs among 
the thermal melting arrival nature compound staple fibers (B) manufactured by the approach 
mentioned above, the thing from which a cross-section configuration differs, a hollow mold and a 
thing without that right, the thing from which fiber length differs, and fineness. Furthermore, a 
staple fiber nonwoven fabric (B) may be one layer which consists of said thermal melting arrival 
nature compound staple fibers (B), and may be more than two-layer. When carrying out a staple 
fiber nonwoven fabric (B) more than two-layer, a staple fiber nonwoven fabric (B) has the 
desirable thing which made the density gradient give in the thickness direction of a nonwoven 
fabric. That is, as for staple fiber Webb (B), it is desirable to make a density gradient form and to 
carry out deposition junction so that a consistency may decrease gradually so that a 
consistency may increase gradually. Thus, the reason for giving a density gradient to a staple 
fiber nonwoven fabric (B) is because the permeability of body fluid improves with the property 
which the consistency of a liquid moves to a part dense from a **** part, and the reversion 
after penetrating is prevented and it becomes still more suitable for use of the facing of 
absorptivity goods etc. 

[0031] The important thing especially in this invention is a point which the staple fiber nonwoven 
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fabric (B) to be used makes random and porous one arrange this thermal melting arrival nature 
compound staple fiber (B) to constitute, and is carrying out accumulation junction. That is, said 
staple fiber nonwoven fabric (B) consists of these thermal melting arrival nature compound 
staple fibers (B). and thermal melting arrival nature compound staple fibers are characterized by 
the crossover angular distribution of the staple fiber contact which are formed by being carried 
out forming at least 50% of the total number of contacts of a staple fiber nonwoven fabric (B) 
with the crossed axes angle of 60-90 degrees thermal melting arrival. The percentage (%) with a 
crossed axes angle of 60-90 degrees was used as a scale of the random nature of a staple fiber 
nonwoven fabric (B), or porous nature. Moreover, the percentage (%) with a crossed axes angle 
of 60-90 degrees measured the minimum include angle among four angles in which two staple 
fibers carry out crossover junction, and are formed, performed 100 or more points of this 
measurement by having made this into the crossed axes angle, asked for crossover angular 
distribution, set the total of A and the measured crossed axes angle to M, and asked for the 
number of the crossed axes angles contained in the crossed axes angle of 60-90 degrees by 
A/Mx100. 

[0032] The reason which the thermal melting arrival nature compound staple fiber which 
constitutes a staple fiber nonwoven fabric (B) must arrange to random and porous one is for 
demonstrating the effectiveness of excelling in the penetrable ability of body fluid, when it is 
used for the facing of absorptivity goods. That is, it is because the staple fiber to constitute has 
arranged the staple fiber nonwoven fabric (B) obtained using the air RAID method or a paper- 
making method to random and porous ones, so it is carried out, without body fluid spreading 
[ transparency of body fluid ] in the array direction of fiber on a nonwoven fabric by the 
operation like a capillary tube to the direction of a machine of the nonwoven fabric looked at by 
the nonwoven fabric by the card method stopping being able to happen easily. Furthermore, 
since the fiber length of a staple fiber is short enough, fiber has arranged comparatively the 
staple fiber (B) which constitutes this staple fiber nonwoven fabric (B) in the thickness direction 
of a nonwoven fabric. For this reason, the staple fiber nonwoven fabric (B) obtained is excellent 
in cushioning properties, and apparent density gravity fully falls with bulky. It has the operation 
like a capillary tube of the thickness direction of a nonwoven fabric. And the compound-ized 
nonwoven fabric of this invention When it is used as facing of the severe absorptivity goods of 
especially a military requirement, the effectiveness of preventing reversion of the body fluid 
which the permeability of body fluid, such as urine, sweat, and blood, spot permeability, and a 
feeling of SARATTO were raised further, and penetrated them is done so. 

[0033] The staple fiber nonwoven fabric (B) with the above configurations is the following, and is 
made and manufactured. That is, a thermal melting arrival nature compound staple fiber (B) and a 
hydrophilic staple fiber are mixed with cotton, this is opened, and an air RAID nonwoven fabric 
processing machine is supplied. With an air RAID nonwoven fabric processing machine, 
filamentation scattering is carried out and the supplied staple fiber is deposited on an uptake 
conveyor. Multilayer staple fiber Webb (B) who performed this actuation in multistage is 
introduced into the heating gas style below the melting point of a high-melting component more 
than the melting point of the low-melt point point component of a thermal melting arrival nature 
compound staple fiber (B), between staple fibers is joined for the low-melt point point 
component of a thermal melting arrival nature compound staple fiber (B) by softening or carrying 
out melting, and a staple fiber nonwoven fabric (B) is obtained. Moreover, nonwoven fabric- 
ization of a staple fiber (B) may be performed with compound-ization with a staple fiber 
nonwoven fabric (A) so that it may mention later. That is, after making nonwoven fabric-ization 
of a staple fiber (B) deposit directly on the staple fiber nonwoven fabric (A) which runs the 
staple fiber (B) dispersed with the air RAID nonwoven fabric processing machine, or staple fiber 
Webb (A), it may be performed with compound-ization with a staple fiber nonwoven fabric (A) by 
carrying out hot blast heat-treatment. 

[0034] The staple fiber nonwoven fabric (A) and staple fiber nonwoven fabric (B) which described 
above the compound-ized nonwoven fabric concerning this invention are formed into at least 
two-sort compound. Compound-ization of a staple fiber nonwoven fabric (A) and a staple fiber 
nonwoven fabric (B) may be laminating junction of a staple fiber layer (A) and a staple fiber 
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nonwoven fabric (B), or may be laminating junction of a staple fiber layer (A) and staple fiber 
Webb (B). The staple fiber layer (A) said here is a staple fiber nonwoven fabric (A) or staple fiber 
Webb (A). Junction of the staple fiber layer (A) in compound-izing of a staple fiber nonwoven 
fabric (A) and a staple fiber nonwoven fabric (B) and a staple fiber layer (B) is performed by 
softening or carrying out melting in the low-melt point point component of the thermal melting 
arrival nature compound staple fiber contained in a staple fiber layer (B) (B), i.e., a staple fiber 
nonwoven fabric, or staple fiber Webb (B). As an example, the embossing roll method, the 
ultrasonic heating method, the hot blast heating method, etc. are mentioned. Moreover, although 
compound-ization of a staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B) 
may be performed by various adhesives and binders, such as hot melt, and there is no limit in the 
spreading pattern of adhesives or a binder as this exception, little spreading is possible and a 
spiral pattern is desirable in the point which does not spoil the softness of a compound-ized 
nonwoven fabric. In a point with an especially good loft, junction of the staple fiber layer (A) in 
compound-izing of a staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B) and 
a staple fiber layer (B) has the desirable hot blast heating method. Furthermore, it is also 
desirable to be selected so that the melting point of each low-melt point point component which 
a staple fiber layer (A) consists of interweaving of 30% of the weight or more of a thermal melting 
arrival nature compound staple fiber or a low-melt point point heat welding staple fiber, and is 
contained in a staple fiber layer (A) and a staple fiber layer (B) may turn into the melting point 
lower 15 degrees C or more than the melting point of each high-melting component. 
[0035] Thus, the reason for selecting the melting point of each component in a staple fiber layer 

(A) and a staple fiber layer (B) Junction of the staple fiber layer (A) in compound-izing of a 
staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B) and a staple fiber layer 

(B) The low-melt point point component of the thermal melting arrival nature compound staple 
fiber contained in a staple fiber layer (B) (B), i.e., a staple fiber nonwoven fabric, or staple fiber 
Webb (B) softening or not only carrying out melting but Even if it is the case where softening or 
carrying out melting were also performed in the low-melt point point component of a staple fiber 
nonwoven fabric (A), and two or more sorts of thermal melting arrival nature bicomponent fibers 
are mixed with cotton in a staple fiber layer (A) at cotton-mixing or a staple fiber layer (B) It is 
because each low-melt point point component can demonstrate the effectiveness of thermal 
melting arrival and can strengthen further reinforcement of a compound-ized nonwoven fabric 
and a plane of composition. 

[0036] As for the hot blast heat-treatment in this case, it is desirable to be carried out below 
with the melting point of the component which is a low-melt point point most among the high- 
melting components of a staple fiber layer (A) and a staple fiber layer (B) more than the melting 
point of the component which is high-melting most among the low-melt point point components 
of a staple fiber layer (A) and a staple fiber layer (B). If hot blast heat-treatment is performed 
under with the melting point of the component of the low-melt point point component of a staple 
fiber layer (A) and a staple fiber layer (B) which is high-melting most, since junction of the staple 
fiber layer (A) in compound-izing of a staple fiber nonwoven fabric (A) and a staple fiber 
nonwoven fabric (B) and a staple fiber layer (B) is performed by not all low-melt point point 
components, it is not so desirable. On the contrary, if hot blast heat-treatment is performed 
exceeding the melting point of the component of the high-melting component of a staple fiber 
layer (A) and a staple fiber layer (B) which is a low-melt point point most, since only a lifting and 
a heterogeneous compound-ized nonwoven fabric can obtain the damage by heat, contraction or 
the fall of **, etc., this high-melting component is not desirable. Moreover, when giving 
inclination to the blended ratio of a density gradient or hydrophilic fiber in the thickness direction 
of the staple fiber layer (A) of a compound-ized nonwoven fabric, even if a staple fiber layer (A) 
is dense, it may be good, and may rough-** the side joined to a staple fiber nonwoven fabric (B) 
according to an application. When giving a density gradient in the thickness direction of the 
staple fiber layer (B) of a compound-ized nonwoven fabric, similarly, suitably, even if a staple 
fiber layer (B) is dense, it may be good, and may rough-** the side joined to a staple fiber 
nonwoven fabric (A) according to an application. Furthermore, a compound-ized nonwoven fabric 
may use whichever for a table according to an application, laminating junction of a staple fiber 
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layer (A) or the staple fiber layer (B) can be carried out further, and can make a compound-ized 
nonwoven fabric three or more layers, and can also use it for the two-layer compound-ized 
nonwoven fabric obtained as mentioned above. Furthermore, the laminating of the sheets, such 
as nonwoven fabrics other than the above, a knit fabric, paper, and a film, can also be carried out 
to the compound-ized nonwoven fabric more than two-layer [ above-mentioned ]. When 
especially using for the top sheet or second sheet of absorptivity goods, it is desirable to set a 
staple fiber nonwoven fabric (B) side as the upstream of the flow of body fluid, and, as for the 
density gradient in that case, it is desirable to make it dense sequentially from the upstream of 
the flow of body fluid. 

[0037] Although the property of this invention and effectiveness can be demonstrated even if a 
compound-ized nonwoven fabric makes a staple fiber nonwoven fabric (A) side the upstream of 
the flow of body fluid and it makes it into the downstream If the staple fiber nonwoven fabric (A) 
side of a compound-ized nonwoven fabric is especially made into the downstream of the flow of 
body fluid, since the staple fiber (A) will have arranged in the longitudinal direction of a machine, 
i.e., direction, of a nonwoven fabric, Body fluid can be substantially diffused in the direction of a 
machine of a nonwoven fabric, it can distribute effective in the superabsorbency polymer in the 
absorption layer which exists in the style of [ of the flow of body fluid ] the bottom, and the so- 
called horizontal leakage can be prevented. Furthermore, since the staple fiber (A) has arranged 
this card nonwoven fabric layer (A), i.e., a staple fiber nonwoven fabric, in the longitudinal 
direction of a machine, i.e., direction, of a nonwoven fabric, it is inferior in the repulsive force 
over a load in the thickness direction. However, after this penetrates body fluid, the 
effectiveness of the reversion prevention produced when a load is added to a compound-ized 
nonwoven fabric is done so. that is, a load adds to the compound-ized nonwoven fabric which 
penetrated body fluid — having — excessive body fluid — oozing out — it prevents by a staple 
fiber nonwoven fabric (A) becoming high density by the load, and holding body fluid harder 
[ which is inferior to the repulsive force over a load in the reversion to produce ]. 
[0038] Moreover, a staple fiber nonwoven fabric (A) is making it specific structure which is 
mentioned later, and can enrich more a function peculiar to the above-mentioned compound- 
ized nonwoven fabric. That is, it is that the crossover angular distribution of a contact in which it 
is contacted or joined and the fiber which constitute a staple fiber nonwoven fabric (A) is formed 
make at least 50% of the total number of contacts of a nonwoven fabric (A) have with the 
crossed axes angle of 0-30 degrees. The percentage (%) with a crossed axes angle of 0-30 
degrees was used as a scale of the stacking tendency of the fiber of a staple fiber nonwoven 
fabric (A), or an anisotropy. Moreover, the percentage (%) with a crossed axes angle of 0-30 
degrees measured the minimum include angle among four angles in which two staple fibers join 
[ crossover-] or contact [ crossover-], and are formed, performed 100 or more points of this 
measurement by having made this into the crossed axes angle, asked for crossover angular 
distribution, set the total of A and the measured crossed axes angle to M, and asked for the 
number of the crossed axes angles contained in the crossed axes angle of 0-30 degrees by 
A/Mx100. 

[0039] However, cautions are required to use a compound-ized nonwoven fabric for the top 
sheet which contacts especially the direct skin in a staple fiber nonwoven fabric (B) among the 
parts (a top sheet, second sheet, etc.) which make the upstream of the flow of body fluid and 
body fluid penetrates in this way. Since the staple fiber which constitutes the staple fiber 
nonwoven fabric (B) mentioned above arranges in the thickness direction of a nonwoven fabric 
comparatively and many fiber ends exist, when contacting it to the direct skin, it stimulates the 
skin and is the cautions to the point which becomes the cause that it can fog. Such a problem 
can solve a compound-ized nonwoven fabric by making it three or more layers, as described 
above. That is, the staple fiber nonwoven fabric (B) with which many fiber ends exist in the 
staple fiber nonwoven fabric (B) side of a compound-ized nonwoven fabric by carrying out 
laminating junction of the nonwoven fabric further is covered, and it can solve by making the 
stimulus to the skin mitigate. For example, various nonwoven fabrics other than a staple fiber 
nonwoven fabric (B) called the card nonwoven fabric containing a span bond nonwoven fabric or 
a staple fiber nonwoven fabric (A) can be used for the nonwoven fabric which carries out 
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laminating junction, and the eyes of the various nonwoven fabrics have the desirable range of 5 - 
15 g/m2. Since handling is difficult or homogeneity falls when it becomes less than two 5 g/m in 
case the thickness of the nonwoven fabric which carries out laminating junction becomes thin 
too much and configuration fiber is made to fix (nonwoven-fabric-izing), or in case the fixed 
nonwoven fabric which carries out laminating junction is rolled round, the reason for having made 
eyes into the above-mentioned range is not desirable. On the contrary, if it becomes two or 
more 15 g/m, it is not desirable in order to check the description or effectiveness of a staple 
fiber nonwoven fabric (B) which the property of the nonwoven fabric itself which carries out 
laminating junction was demonstrated, and was mentioned above. Moreover, when using a staple 
fiber nonwoven fabric (A) for the nonwoven fabric which carries out laminating junction, it is not 
desirable that you make it a crossed axes angle distributed over said acute angle in order to 
worsen spot permeability. 

[0040] In this invention, especially the mode of desirable compound-izing of a staple fiber 
nonwoven fabric (A) and a staple fiber nonwoven fabric (B) is laminating junction of a staple fiber 
layer (A) and staple fiber Webb (B) by the hot blast heating method. The staple fiber layer (A) 
and staple fiber Webb's (B) laminating junction by the hot blast heating method Direct staple 
fiber Webb (B) is made to deposit on a staple fiber nonwoven fabric (A) or staple fiber Webb (A). 
It is carrying out introductory heat treatment and joining a staple fiber nonwoven fabric (A) and a 
staple fiber nonwoven fabric (B) into the heating gas style below the melting point of a high- 
melting component, more than the melting point of the low-melt point point component of the 
thermal melting arrival nature compound staple fiber contained in staple fiber Webb (B). Thus, 
the laminating junction of a staple fiber layer (A) and staple fiber Webb (B) acquired. Namely, a 
staple fiber nonwoven fabric (A) or the compound-ized nonwoven fabric by laminating junction of 
staple fiber Webb (A) and staple fiber Webb (B) Unlike the usual junction structure like laminating 
junction of a staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B), it sets to a 
plane of composition. It has structure which staple fiber Webb (B) entered the opening of a 
staple fiber nonwoven fabric (A) or staple fiber Webb (A), and the pasting up point of mutual 
staple fibers was formed in three dimension between layers, and the staple fiber of a staple fiber 
layer (B) arranged in the thickness direction of a nonwoven fabric comparatively. For this reason, 
an anchor effect arises between the layers of a staple fiber nonwoven fabric (A) and a staple 
fiber nonwoven fabric (B), and the compound-ized nonwoven fabric obtained by the laminating 
junction of a staple fiber layer (A) and staple fiber Webb (B) by the hot blast heating method is 
excellent in the external shear stress expected as facing of absorptivity goods at the time of 
use, or gestalt [ as opposed to / get twisted and / stress ] stability. 

[0041] Moreover, since the staple fiber (B) which constitutes a staple fiber layer (B) between the 
layers of a staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B) has arranged 
in the thickness direction of a nonwoven fabric comparatively, When it excelled in cushioning 
properties, and apparent density gravity is fully low bulky, and the operation like a capillary tube 
to the thickness direction of a nonwoven fabric improves further and it uses for the facing of 
absorptivity goods, it excels in the penetrable ability of body fluid, and spot permeability, and the 
reversion nature of the transmitted body fluid is made to make it low. Thus, compound-ization of 
a staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B) is excellent in the 
gestalt stability at the time of using for the facing of absorptivity goods and the permeability of 
body fluid, and spot permeability, and its laminating junction of a staple fiber layer (A) and staple 
fiber Webb (B) by the hot blast heating method is desirable in the point that the reversion nature 
of the transmitted body fluid is low. Moreover, it also sets to the laminating junction of a staple 
fiber layer (A) and staple fiber Webb (B) by this hot blast heating method. A staple fiber layer (A) 
is constituted from interweaving of 30% of the weight or more of a thermal melting arrival nature 
compound staple fiber, or a low-melt point point heat welding staple fiber. And it is desirable to 
be selected so that the melting point of the low-melt point point component of a staple fiber 
layer (B) and the low-melt point point component of a staple fiber layer (B) may turn into 1 5- 
degree-C or more "low-melt point point from the melting point of each other high-melting 
component. More than the melting point of the component whose hot blast heat-treatment in 
this case is also high-melting most among the low-melt point point components of a staple fiber 


JPv10-273884,A [DETAILED DESCRIPTION] 


13/23 ^— v 


layer (A) and a staple fiber layer (B) It is desirable to be carried out below with the melting point 
of the component which is a low-melt point point most among the high-melting components of a 
staple fiber layer (A) and a staple fiber layer (B). In the laminating junction of staple fiber Webb 

(A) and staple fiber Webb (B) especially by hot blast heating, since nonwoven-fabric-izing and 
compound-izing of staple fiber Webb (A) and staple fiber Webb (B) are performed to coincidence, 
this serves as a requirement. 

[0042] Hereafter, the example of the manufacturing method of the compound-ized nonwoven 
fabric by the laminating junction of a staple fiber layer (A) and staple fiber Webb (B) concerning 
this invention is explained. First, that in which a thermal melting arrival nature staple fiber and 
other fiber carried out mixed **** is conventionally supplied to a well-known carding machine, 
and uniform Webb (A) spun by the predetermined operation from this is obtained. Then, since 
staple fiber Webb (A) is fixed, thermocompression bonding processing is partially carried out 
between the heated engraved roll and a smooth roll, and staple fiber Webb (A) is conveyed by 
the air RAID nonwoven fabric processing machine as a staple fiber nonwoven fabric (A). If a 
staple fiber layer (A) is used here with staple fiber Webb (A), staple fiber Webb (A) will be 
conveyed by the air RAID nonwoven fabric processing machine as it is, without performing partial 
thermocompression bonding between an engraved roll and a smooth roll. Next, being drawn in by 
the suction blower after filamentation scattering is carried out by the air RAID nonwoven fabric 
processing machine, the staple fiber (B) group used as a staple fiber layer (B) accumulates on 
the staple fiber layer (A) conveyed, forms the layered product of a staple fiber layer (A) and 
staple fiber Webb (B), and is conveyed by the hot blast fired dryer. More than the melting point 
of the low-melt point point component of the thermal melting arrival nature compound staple 
fiber with which only staple fiber Webb (B) is contained in a staple fiber layer (A) and both staple 
fiber Webb's (B) layers, below with the melting point of a high-melting component, the layered 
product of the staple fiber layer (A) conveyed by the hot blast fired dryer and staple fiber Webb 

(B) is heat-treated by the hot blast fired dryer, and is rolled round as a compound-ized 
nonwoven fabric. 

[0043] the facing which this invention becomes from a compound-ized nonwoven fabric and the 
absorptivity goods which consist of an absorber holding body fluid, for example, a sanitary napkin, 
a disposable diaper, the pad for incontinentia, and a vaginal discharge — a sheet etc. is offered. 
The facing said by this invention means the thing containing the member which forms the front 
face of absorptivity goods, such as a top sheet, a backseat, and side gathers, the wrapping 
material of an absorber, a member like a second sheet, etc. The absorptivity goods of this 
invention are characterized by using a compound-ized nonwoven fabric for a top sheet or a 
second sheet at least among facing. As an example of this invention, if it explains in more detail, 
a sanitary napkin 1 consists of the top sheet 2 of liquid permeability, the backseat 4 of liquid 
impermeability, and the absorber 5 that carries out absorption maintenance of the body fluid, and 
the absorber 5 is arranged between the top sheet 2 and the backseat 4 by Figs. 1 and 2. 
Furthermore, the absorber 5 is wrapped in the wrapping material 9. Moreover, a glue line 12 is 
formed in the side in contact with the panties of a backseat 4, and the release liner 1 3 is 
arranged at it so that this glue line 12 may be covered. Moreover, the second sheet 3 of liquid 
permeability may be arranged between the top sheet 2 and the body fluid diffusion layer 1 1 . The 
body fluid diffusion layer 1 1 may be arranged between an wrapping material 9 and an absorber 5. 
Although a sanitary napkin 1 can be formed in various configurations, in almost all cases, it has 
the shape of a rectangle about and the edge section is respectively formed as the radii 
configuration section 6. In almost all cases, although an absorber 5 is generally smaller than a 
backseat 4 and it can form in various configurations, it has the shape of a rectangle about, and 
the edge of the absorber section corresponds to the configuration of a backseat 4, and may be 
formed as the radii configuration section 7. In consideration of the fit nature at the time of 
wearing, the longitudinal flank 10 of the absorber 5 as an absorption member and the longitudinal 
flank 8 of the absorptivity goods 1 may make it curve inside, and may form a central part 
narrowly a little. 

[0044] The absorptivity goods of this invention are characterized by using the compound-ized 
nonwoven fabric of this invention for the top sheet 2 or the second sheet 3 at least among the 
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facing of absorptivity goods with the above-mentioned configuration. Moreover, both the top 
sheet 2 and the second sheet 3 can also use what consisted of compound-ized nonwoven 
fabrics of this invention. As for the compound-ized nonwoven fabric of this invention, a staple 
fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B) are compound-ized. If a 
backseat 4 fully has liquid impermeability, there will be especially no limit, for example, a knit 
fabric, a nonwoven fabric, a film, etc. will be mentioned as the example. There is a sheet of 
steamy permeability which makes a steam penetrate by the liquid impermeability which added 
and extended fillers, such as a calcium carbonate, to thermoplastics as an example. It is a thing 
with the desirable feel near the skin, for example, the above-mentioned film, a nonwoven fabric, 
or composite with a knit fabric, and composite with the nonwoven fabric, film, or knit fabric of 
said compound-ized nonwoven fabric and a compound-ized nonwoven fabric, and others may be 
used. 

[0045] The absorber 5 makes the subject hydrophilic fiber and a high-polymer absorbent (Super 
Absorbent Polymer). Rayon, cuprammonium rayon, acetate, Vinylon, nylon, protein and 
acrylonitrile copolymerization yarn, cotton, wool, silk, hemp, pulp, etc. are mentioned, and 
preferably, although it is cellulosic fibers, such as rayon, cuprammonium rayon, acetate, and pulp, 
substantially, in almost all cases, pulp is used for the hydrophilic fiber said here. If pulp fiber is an 
object used for the absorber from the former, there will be especially no limit, but when grinding, 
a laminating, compression processing, etc. are taken into consideration, as for the mean fiber 
length of the pulp fiber, it is desirable that it is usually in the range of 0.8-5mm. 
[0046] Although it will not be restricted especially if a high-polymer absorbent is an object used 
from the former, as for the saturation absorbed amount of a high-polymer absorbent, it is 
desirable that they are 25 or more g/g, and it can use the thing of the shape of fibrous and a 
particle. In addition, a saturation absorbed amount introduces 1g of high-polymer absorbents into 
the tea bag made of nylon of 250 meshes, makes this immersed into the 0.9-% of the weight 
brine of an excessive amount for 1 hour, and is calculated as increment weight after performing 
a ridge for 15 minutes. When a high-polymer absorbent is a particle-like, it is desirable for the 
particle diameter to be 100-800 micrometers. As a presentation of a concrete high-polymer 
absorbent, sodium polyacrylate, an acrylic-acid vinyl alcohol copolymer, a sodium-polyacrylate 
bridge formation object, a starch-acrylic-acid graft copolymer, an isobutylene-maleic-anhydride 
copolymer or its saponification object, a polyacrylic acid potassium, polyacrylic acid caesium, etc. 
are suitable. The rate of combination of a high-polymer absorbent is 5 - 10% of the weight of the 
range except for the case of being special, to the AUW of an absorber, and these high-polymer 
absorbents are independent, or it can be used by two or more sorts of mixing. Moreover, it is 
also desirable to mix with cotton a thermal melting arrival nature compound staple fiber to an 
absorber. 0 - 60% of the fiber AUW of the blended ratio of a thermal melting arrival nature 
compound staple fiber used for an absorber is desirable. The network which the thermal melting 
arrival nature compound staple fiber joined to the whole absorber by heat-treating a thermal 
melting arrival nature compound staple fiber is formed, and the reasons for mixing with cotton a 
thermal melting arrival nature compound staple fiber are the compression and shear stress by 
motion of a wearing person, and for getting twisted, demonstrating the effectiveness of gestalt 
stability to stress, and preventing the fall of the body fluid absorptivity ability of an absorber. 
[0047] Generally the absorber is covered with the wrapping material 9 for configuration 
maintenance, the so-called powder omission prevention, etc. An wrapping material 9 is 
constituted by the subject in hydrophilic staple fibers, such as rayon, cuprammonium rayon, 
acetate, Vinylon, nylon, protein and acrylonitrile copolymerization yarn, cotton, wool, silk, hemp, 
and pulp, and preferably, although it is cellulosic fibers, such as rayon, cuprammonium rayon, 
acetate, and pulp, substantially, in almost all cases, pulp is used. A thermal melting arrival nature 
compound staple fiber can also be mixed with cotton to an wrapping material 9. 0 - 60% of the 
fiber AUW of the blended ratio of a thermal melting arrival nature compound staple fiber used for 
an absorber is desirable. The reason nil why cotton-mixing of a thermal melting arrival nature 
compound staple fiber is desirable The network which the thermal melting arrival nature 
compound staple fiber joined to the whole absorber by heat-treating a thermal melting arrival 
nature compound staple fiber like the case of an absorber is formed. The compression and shear 
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stress by motion of a wearing person, and in order to get twisted, to demonstrate the 
effectiveness of gestalt stability to stress and to prevent the fall of body fluid absorptivity ability, 
When carrying out welding junction furthermore by the top sheet 2, the facing and the heating 
roller method of backseat 4 grade, the ultrasonic heating method, etc., it is because a firm join is 
formed and it excels in the gestalt stability as the whole absorptivity goods. What was indicated 
as a thermal melting arrival nature compound staple fiber used for an absorber and an wrapping 
material in the case of the staple fiber (B) used for the compound-ized nonwoven fabric of 
facing can be used. Furthermore, a thermal melting arrival nature compound staple fiber may be 
a thermal melting arrival nature compound staple fiber which consists of two or more 
components, 3 [ for example, ], or 4 components. However, if economical efficiency is taken into 
consideration, except for a special application, two components are enough. The cut length of 
the thermal melting arrival nature compound staple fiber used for an absorber and an wrapping 
material is the range which can be formed in the shape of a sheet, and although he is not 
restricted especially, he is 3-90mm preferably. 

[0048] Furthermore, it is also desirable to use the absorption layer with which the wrapping 
material 9 and the absorber 5 were united instead of an wrapping material 9 and an absorber 5. 
10 - 60% of the weight of the above-mentioned thermal melting arrival nature compound staple 
fiber is put between the above-mentioned hydrophilic staple fiber with the nonwoven fabric 
which mixed with cotton, junction unification is carried out, and the absorption layer by which the 
junction unification of an wrapping material 9 and an absorber 5 here was carried out really cuts 
out the above-mentioned absorber in a desired gestalt, for example, is manufactured as follows. 
That is, the absorption layer by which the junction unification of an wrapping material 9 and the 
absorber 5 was carried out makes the above-mentioned hydrophilic staple fiber carry out 
filamentation scattering of what mixed with cotton 0 - 60% of the weight of the above-mentioned 
thermal melting arrival nature compound staple fiber, and it is made to deposit it using the air 
RAID method. After carry out filamentation scattering of the mixture of the above-mentioned 
hydrophilic fiber and the above-mentioned high-polymer absorbent, making it deposit on this 
continuously, carrying out filamentation scattering of what mixed with cotton 1 0 - 60% of the 
weight of the above-mentioned thermal melting arrival nature compound staple fiber to the 
above-mentioned hydrophilic staple fiber, making it deposit on this further and carrying out 
junction unification by heat treatment, it really judges and is obtained. Junction in unification of 
an wrapping material 9 and an absorber 5 is performed by softening or carrying out melting in the 
low-melt point point component of the thermal melting arrival nature compound staple fiber 
contained in staple fiber Webb, and the embossing roll method, the ultrasonic heating method, 
the hot blast heating method, etc. are mentioned as an example. In a point with an especially 
good loft, the hot blast heating method is desirable. Moreover, it is also desirable to mix with 
cotton the above-mentioned thermal melting arrival nature compound staple fiber to the 
absorber 5 of an absorption layer with which the above-mentioned wrapping material 9 and the 
absorber 5 were unified because of more powerful junction. In case such an absorption layer is 
processed to absorptivity goods, there is little powder omission from an absorber and it is a 
desirable mode in the point which is easy to deal with it. 

[0049] Generally, absorptivity goods will absorb a lot of body fluid in the point of contacting the 
outlet of body fluid, and an absorber will be in a saturation state. Body fluid makes a radial 
produce the so-called horizontal leakage which gets wet from the nearest part on breadth and 
foot from this point. The body fluid diffusion layer 1 1 can be made to intervene between the top 
sheet 2 and an absorber 5 as one of the desirable cures which aims at this horizontal leakage 
prevention. The body fluid diffusion layer 1 1 carries out absorption diffusion of the body fluid 
quickly, and raises the comprehensive absorbed amount of body fluid by making body fluid absorb 
with the whole absorber. A knit fabric, the non-woven textile aggregate, a porous film, etc. are 
illustrated by the body fluid diffusion layer 1 1, and the non-woven textile aggregate is 
substantially common to it. The non-woven textile aggregates said here are nonwoven fabrics, 
such as a staple fiber nonwoven fabric which fabricated fiber aggregates, such as staple fiber 
Webb, and continuous glass fiber fleece, a sliver, and these to blanket-like, and a continuous 
glass fiber nonwoven fabric, a melt-blown nonwoven fabric. As for the body fluid diffusion layer 
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1 1, in the point of making the good conveyance nature and the diffusibifity of body fluid 
discovering, it is desirable that it is a hydrophilic property. The body fluid diffusion layer 1 1 
makes hydrophilization agents, such as a surfactant, apply or adhere to the front face, and can 
be processed to a hydrophilic property. When the body fluid diffusion layer 1 1 consists of 
thermoplastics especially, hydrophilization agents, such as hydrophilization resin and a 
surfactant, are scoured to this thermoplastics, and the body fluid diffusion layer 1 1 can be 
beforehand made into a hydrophilic property by fabricating fiber or a film. 

[0050] As hydrophilic resin, ether, such as ethylene glycol, the homopolymer of vinyl alcohol and 
this ethylene or a copolymer with a propylene, a polyether block amide copolymer, etc. can be 
illustrated, and they are a thermoplastic polyethylene glycol (trade name AKUA coke; Sumitomo 
Seika Chemicals Co., Ltd. make), an ethylene-vinylalcohol copolymer (trade name Eval; Kuraray 
Co., Ltd. make), and a polyether block amide copolymer (product made from trade name 
PEBAX;ATOCHEM) as an example. The appending rate in the case of scouring these hydrophilic- 
properties resin to the thermoplastics which serves as a subject (% of the weight) has 20 - 100 
desirable % of the weight, and it chooses suitably and is more independent than the above- 
mentioned hydrophilization resin, or can add it as two or more sorts of mixture. Moreover, as a 
surface active agent, nonionic surface active agents, such as cationic surface active agents, 
such as anionic surface active agents, such as fatty alcohol sulfate, alkylbenzene sulfonates, and 
higher-alcohol phosphate, an alkylamine salt, and the 4th class amine salt, or polyoxyethylene 
alkyl ether, polyoxyethylene alkyl ester, and polyhydric-alcohol alkyl ester, can be illustrated. The 
appending rate in the case of scouring these surfactants to the thermoplastics which serves as 
a subject (% of the weight) has 0.05 - 10.0 desirable % of the weight, and it chooses suitably and 
is more independent than the above-mentioned surfactant, or can add it as two or more sorts of 
mixture. Furthermore, hydrophilization agents, such as a surfactant, can also be applied or 
adhered to the front face of the fiber which scoured hydrophilization agents, such as 
hydrophilization resin and a surfactant, or a film. Moreover, the second sheet 3 which may be 
installed between the top sheet 2 and the body fluid diffusion layer 1 1 can give cushioning 
properties, can give the miscellaneous function which will distribute or diffuse body fluid to some 
extent in advance by the time body fluid reaches to a body fluid diffusion layer, or can prevent 
relapsing into a skin side in the body fluid absorbed to the absorber. 

[0051] A staple fiber or continuous glass fiber can be used for the fiber which constitutes the 
knit fabric used for the body fluid diffusion layer 11, and the non-woven textile aggregate, and 
the fineness can use the object of 0.5-18 d/f for it. Since the fall of the stringiness by the 
high-speed spinning for maintaining productivity as the fineness of fiber is less than 0.5 d/f, and 
the fall of the productivity for maintaining stringiness take place, it is not desirable. Conversely, if 
fineness exceeds 1 8 d/f. since the non-woven textile aggregate which is rich in flexibility by the 
rigidity of fiber becoming high will not be obtained, it is not desirable. Moreover, the 
superintendent officer of the non-woven textile aggregate has desirable 5-150 g/m2. Since 
handling will be difficult or homogeneity will fall when thickness becomes thin too much and 
fabricates on absorptivity goods if the superintendent officer of the non-woven textile aggregate 
becomes less than two 5 g/m, it is not desirable. On the contrary, since the rigidity of the non- 
woven textile aggregate will become high and flexibility will fall if 150g/m2 is exceeded, it is not 
desirable. What was indicated as fiber which constitutes a knit fabric and the non-woven textile 
aggregate in the case of the staple fiber (A) used for the compound-ized nonwoven fabric of 
facing can be used. Furthermore, when fiber is thermoplasticity, fiber may be fiber which consists 
of one component, and may be a bicomponent fiber which consists of two or more components, 
for example, three components, or four components. However, if economical efficiency is taken 
into consideration, except for a special application, two components are enough. 
[0052] The thing to which crimp was given, and the thing of non-crimp can be used for the fiber 
which constitutes a knit fabric and the non-woven textile aggregate. A loft is good and that 
[ fiber's ] by which crimp grant was carried out is especially desirable in the point of excelling in 
the lowness of reversion nature. As crimp, a spiral mold, a zigzag mold, a U character mold, etc. 
are illustrated, and they are a spiral mold and a U character mold preferably. Moreover, the 
bicomponent fiber of a sheath-core type, an eccentric sheath-core type, a parallel connected 


JR.10-273884.A [DETAILED DESCRIPTION] 


17/23 <<— V 


type, a multilayer mold, and a sea-island type can be used for the fiber which constitutes a knit 
fabric and the non-woven textile aggregate. Moreover, as for fiber, the coloring agent, the 
antimicrobial agent, etc. may be added for design nature or functional grant. Furthermore, the 
cross section of fiber may be circular or you may be an anomaly, and the fiber with these cross 
sections may be a hollow mold, or may not be so. In the point of making the good conveyance 
nature and the diffusibility of body fluid discovering especially, as for the cross section of fiber, it 
is desirable that it is an anomaly, and, as for whenever [ variant / of the cross section ], it is 
desirable that it is 1.3 or more. In addition, whenever [ variant ] is called for by L/(2root (piS)), 
when the cross section of L and variant yarn is set to S for the perimeter of variant yarn. 
[0053] The knit fabric and the non-woven textile aggregate which are used as a body fluid 
diffusion layer That from which fiber length differs with continuous glass fiber or a staple fiber, 
and a staple fiber among the fiber mentioned above, That from which the combination of resin 
differs in the case of a compound die or a single mold, and a compound die, That they 
furthermore are not thermal melting arrival nature or thermal melting arrival nature in the case of 
[ whose ] a compound die, the thing from which, as for the case of a single mold, resin differs, 
The thing which added additives, such as the thing and hollow mold with which whenever 
[ cross-section configuration or variant ] differ or a thing without that right, a hydrophilic agent, 
and an antimicrobial agent, or a thing without that right, It may be constituted by cotton-mixing 
of two or more sorts of fiber by various combination although it differs they are [ cotton-mixing ] 
that from which an additive differs, the thing from which fiber length differs, and fineness, or 
interweaving. Furthermore, the knit fabric which is a body fluid diffusion layer, and the non- 
woven textile aggregate may be monolayers which consist of above-mentioned fiber, and may be 
more than two-layer. The body fluid diffusion layer 1 1 is introduced between the top sheet 2 and 
an absorber 5. When the absorber 5 is covered with the wrapping material 9, the body fluid 
diffusion layer 1 1 may be introduced between the top sheet 2 and an wrapping material 9, and 
may be introduced between an wrapping material 9 and an absorber 5. In the point of avoiding 
the blinding of the body fluid diffusion layer 1 1 at the time of junction by hot melt adhesive etc., 
it is especially desirable to introduce between an wrapping material 9 and an absorber 5. 
[0054] As modes other than sanitary napkin 1 shown in drawing 1 and 2 in this invention, what 
equipped the sanitary napkin with one pair of wings, one pair of side gathers, or both of those is 
desirable. A wing may extend and form the top sheet 2 and a backseat 4 from near the center of 
the absorptivity goods straight side flank 8, may make it join near the center of the absorber 
straight side flank 8, and may form the top sheet 2 and members other than backseat 4. At the 
time of use, a wing is turned up under panties, as it wraps in panties, it is equipped with it, and it 
is offered by at least two purposes. The 1st purpose is constituting the barrier of a duplex 
especially in the edge of panties, it is preventing the dirt of the wearing person by body fluid, 
such as blood, and panties, and the 2nd purpose is fixing to a proper location by the glue line 
allotted to the panties side front face of a wing. Side gathers are in the condition of the absorber 
straight side flank 8 which projected above the top sheet 2 inside a little, or folded up the lobe 
inside, and are formed along with the longitudinal direction of absorptivity goods. Side gathers are 
liquid impermeability like a backseat 4, in order to be provided for horizontal leakage prevention 
of body fluid and to achieve this function. 

[0055] Junction between each part material, such as the top sheet 2, the second sheet 3, a 
backseat 4, an wrapping material 9, an absorber 5, the body fluid diffusion layer 1 1, a wing, and 
side gathers, is performed by welding junction of hot melt adhesive, other adhesives, a binder or 
a heating roller method, the ultrasonic heating method, etc. Moreover, hot melt adhesive, other 
adhesives, and a binder are used for the glue line 12 allotted to the backseat 4 or the glue line 
allotted to the panties side front face of a wing. The glue line 12 is covered with the release liner 
13 for protection of a glue line 12 etc. 
[0056] 

[Function] The compound-ized nonwoven fabric concerning this invention is a compound-ized 
nonwoven fabric to which the staple fiber nonwoven fabric (A) and the staple fiber nonwoven 
fabric (B) were joined. Said staple fiber nonwoven fabric (B) It is the thermal melting arrival 
nature compound staple fiber which consists of thermoplastics of at least two sorts of high- 
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melting components, and a low-melt point point component. And these thermal melting arrival 
nature compound staple fibers were carried out thermal melting arrival, and the crossover 
angular distribution of the staple fiber contact formed form at least 50% of the total number of 
contacts of a staple fiber nonwoven fabric (B) with the crossed axes angle of 60-90 degrees. 
Namely, the random nature of the staple fiber nonwoven fabric (B) which constitutes a 
compound-ized nonwoven fabric is high, and further, this staple fiber nonwoven fabric (B) was 
obtained using the air RAID method, and since the fiber length of the staple fiber (B) to 
constitute is short enough, fiber has arranged it in the thickness direction of a nonwoven fabric 
comparatively. Therefore, apparent density gravity is fully falling with bulky, and it is hard to 
make liquid retaining of the compound-ized nonwoven fabric concerning this invention harder [ to 
which the operation like a capillary tube, the longitudinal direction of a machine, i.e., direction, of 
a nonwoven fabric, cannot take place easily ], and it is excellent in the operation like a capillary 
tube to the thickness direction of a nonwoven fabric. 

[0057] Furthermore, the manufacturing method of the compound-ized nonwoven fabric 
concerning this invention Carrying out filamentation scattering of thermal melting arrival nature 
compound staple fiber Webb (B) who consists of thermoplastics of at least two sorts of high- 
melting components, and a low-melt point point component by the air RAID method After 
depositing on the staple fiber layer (A) in which it comes to accumulate a staple fiber, it carries 
out by heat-treating below with the melting point of a high-melting component more than the 
melting point of the low-melt point point component of the thermoplastics contained in staple 
fiber Webb (B) who deposited. For this reason, the compound-ized nonwoven fabric by laminating 
junction of this manufacturing method (A), i.e., a staple fiber layer, and staple fiber Webb (B) 
Unlike the usual junction structure like laminating junction of a staple fiber nonwoven fabric (A) 
and a staple fiber nonwoven fabric (B), it sets to a plane of composition. Staple fiber Webb (B) 
enters the opening of Webb for a staple fiber layer (A) (A), i.e., a staple fiber nonwoven fabric, or 
staple fiber Webb (A). It has structure which the pasting up point of a staple fiber (A) and a 
staple fiber (B) was formed in three dimensions, and the staple fiber (B) arranged in the 
thickness direction of a nonwoven fabric comparatively. Therefore, the compound-ized nonwoven 
fabric by this manufacturing method is excellent in the anchor effect between the layers of a 
staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B). moreover — and since 
the staple fiber (B) has arranged in the thickness direction of a nonwoven fabric comparatively 
between the layers of a staple fiber nonwoven fabric (A) and a staple fiber nonwoven fabric (B), 
apparent density gravity is still lower bulky, and the operation like a capillary tube to the 
thickness direction of a nonwoven fabric is improving. 
[0058] 

[Example] Although the example which evaluated the compound-ized nonwoven fabric 
concerning this invention as facing of absorptivity goods hereafter is explained in full detail, this 
invention is not limited to these. Before explaining an example in full detail, the definition and 
measuring method of the physical-properties value of a compound-ized nonwoven fabric etc. 
concerning this invention are explained. 

[0059] (Superintendent officer) What broke the weight of a nonwoven fabric by area and was 
expressed with the weight per two (g) 1 m of nonwoven fabrics. 

(Shear strength) When it was used as facing of absorptivity goods, the shear stress expected 
and gestalt [ as opposed to / get twisted and / stress ] stability were evaluated as shear 
strength. The compound-ized nonwoven fabric was cut in width of face of 5cm, and magnitude 
with a die length of 15cm, the staple fiber layer (A) and the staple fiber layer (B) were made to 
exfoliate die length of 6.5cm from the both ends of a longitudinal direction, and the sample from 
which only 2cm of centers became a compound-ized nonwoven fabric was prepared. The tension 
test was performed until the edge of the longitudinal direction of a sample has held the staple 
fiber layer (A), the edge of that opposite side has held the staple fiber layer (B) and it fractured 
this sample using the fixed-speed tension tester. That to which **, the staple fiber layer (A), and 
the staple fiber layer (B) carried out layer separation of that to which the fracture condition of 
this fractured sample is observed, and O, the staple fiber layer (A), and the staple fiber layer (B) 
have not carried out layer separation of what carried out ingredient destruction clearly clearly 
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was made into x, and it expressed as shear strength. 

(Surface aesthetic property) The feel trial by ten monitors estimated feels, such as the touch, as 
surface aesthetic property. The monitor grasped the sample with the finger, judged whether it 
would be sensed that it is soft or aesthetic property is good, and added the test method to the 
sample judged as it being soft or aesthetic property being good by one point / one person. 
(Apparent density gravity) the time of setting thickness at the time of **** to 0.1 Dcm(s) for the 
load of 2.0 g/cm2 in the range of 3.5cmphi of a sample, and making the superintendent officer of 
a sample into Mx10-4 g/cm2 using the DEJISHIKKUNESUTE star of Oriental energy machine 
incorporated company, — apparent density gravity — M/(Dx1000) — it is computed by the 
formula and the unit is g/cm3. 

(Transmission rate) The permeability of a compound-ized nonwoven fabric was evaluated as a 
transmission rate. Tissue was put on the absorber separated from the commercial paper diaper. 
It put so that a sample might besides become level, and the cylinder whose thickness is 4mm 
and whose weight is 50g in SOmmphi was further put on this. Time amount after throwing in a 50 
cc physiological saline at a stretch and throwing it in in this cylinder until it is absorbed by the 
sample was measured, and it considered as the transmission rate. 
(Blot nature) It bled and spot permeability was evaluated as a sex. After measuring a 
transmission rate, distance from which the boundary where the trace of the physiological saline 
which spread in the sample faces each other serves as the longest was set to L, it bled and the 
value acquired by (L-50) / 50 was expressed as a sex. 

(Solution retention) A feeling of SARATTO was evaluated as solution retention for convenience, 
although it was organic-functions evaluation. When the weight of the sample after bleeding with a 
transmission rate and evaluating a sex was measured, the value was set to X and weight when 
supplying a sample to a dryer and removing moisture was set to Y, the value acquired by (X~Y) / 
Yx100 was made into solution retention. 

(Reversion nature) When it was left for 3 minutes after measuring a transmission rate, a filter 
paper was put on the sample on an absorptivity sheet and a 5kg load was added for 30 seconds, 
the weight of the physiological saline which the filter paper sucked up was expressed as 
reversion nature. 

(Random nature) About the staple fiber layer (A) of a compound-ized nonwoven fabric, and (B), 
two staple fibers measured the minimum include angle among four angles formed by carrying out 
crossover junction (there being also crossover contact in (A)), and made this the crossed axes 
angle. 100 or more points of this measurement were performed, and it asked for crossover 
angular distribution, and when the total of A and the measured crossed axes angle was set to M 
for the number of the crossed axes angles contained in the crossed axes angle of 60-90 
degrees, the value acquired by A/Mx100 was expressed as random nature. 
[0060] (Example 1) The polypropylene staple fiber of the fineness of 2 deniers, 38mm of cut 
length, and zigzag mold crimp was prepared, and the parallel card machine was supplied. 12g of 
eyes/and staple fiber Webb (A) of m2 were obtained. It introduced into the point bond processing 
machine constituted with the concavo-convex roll which heated this staple fiber Webb (A) at 1 45 
degrees C, and a smooth roll, and thermocompression bonding processing was performed. This 
staple fiber nonwoven fabric (A) was supplied to the uptake conveyor of the Ayr RAID nonwoven 
fabric processing machine. The thermal melting arrival nature compound staple fiber (B) which 
used the fineness of 2 deniers and polypropylene resin of 1 0mm of cut length as the heart 
component, used high-density-polyethylene resin as the sheath component, and had the spiral 
crimp of an eccentric sheath-core mold cross section was opened, and the air RAID nonwoven 
fabric processing machine was supplied. Filamentation scattering of the supplied staple fiber (B) 
was carried out with the air RAID nonwoven fabric processing machine, it was made to deposit 
on said staple fiber nonwoven fabric (A) supplied to the uptake conveyor, and a staple fiber 
nonwoven fabric (A) and staple fiber Webb's (B) laminated material were obtained. In addition, 
staple fiber Webb's (B) superintendent officer was taken as 12 g/m2. This staple fiber nonwoven 
fabric (A) and staple fiber Webb's (B) laminated material were introduced into the 138-degree C 
heating gas style, melting of the high-density-polyethylene resin which is the low-melt point 
point component of a thermal melting arrival nature compound staple fiber (B) was carried out, 
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between staple fibers (B) and between the layer of a staple fiber layer (A) and a staple fiber 
layer (B) were joined, and the compound-ized nonwoven fabric was obtained. The obtained 
compound-ized nonwoven fabric was used as a top sheet of the facing of the napkin for 
arrangement It was good, and there was also little liquid return and absorptivity was suitable for 
it on absorptivity goods. 

[0061] (Example 2) The thermal melting arrival nature compound staple fiber (A) which used the 
polypropylene resin of the fineness of 2 deniers and 38mm [ of cut length ] ** as the heart 
component, used high-density-polyethylene resin as the sheath component, and had the spiral 
crimp of an eccentric sheath-core mold cross section was prepared. Said thermal melting arrival 
nature compound staple fiber (A) was supplied to the parallel card machine, and staple fiber 
Webb (A) of eyes 12 g/m2 was obtained. This staple fiber Webb (A) was supplied to the uptake 
conveyor of the Ayr RAID nonwoven fabric processing machine. The thermal melting arrival 
nature compound staple fiber (B) which carried out the sheath component of a heart component 
and the high-density-polyethylene resin for the fineness of 2 deniers and polypropylene resin of 
1 0mm of cut length, and had the spiral crimp of an eccentric sheath-core mold was opened, and 
the air RAID nonwoven fabric processing machine was supplied. Filamentation scattering of the 
supplied staple fiber (B) was carried out with the air RAID nonwoven fabric processing machine, 
it was made to deposit on said staple fiber Webb (A) who supplied the uptake conveyor, and the 
laminated material of staple fiber Webb (A) and staple fiber Webb (B) was obtained. In addition, 
staple fiber Webb's (B) superintendent officer was taken as 1 2 g/m2. The laminated material of 
this staple fiber Webb (A) and staple fiber Webb (B) was introduced into the 138-degree C 
heating gas style, melting of the high-density-polyethylene resin which is the low-melt point 
point component of a thermal melting arrival nature compound staple fiber (A) and (B) was 
carried out, between [ of a staple fiber nonwoven fabric (A) and (B) ] staple fibers and between 
the layer of a staple fiber layer (A) and a staple fiber layer (B) were joined, and the compound- 
ized nonwoven fabric was obtained. The obtained compound-ized nonwoven fabric was used as a 
top sheet of the facing of the napkin for arrangement. It was good, and there was also little liquid 
return and absorptivity was suitable for it on absorptivity goods. 

[0062] (Example 3) Cut length of a staple fiber (B) was set to 5mm, and also the compound-ized 
nonwoven fabric was manufactured on the same conditions as an example 2. The obtained 
compound-ized nonwoven fabric was used as a second sheet of the facing of the napkin for 
arrangement. It was good, and there was also little liquid return and absorptivity was suitable for 
it on absorptivity goods. 

[0063] (Example 4) Cut length of a staple fiber (B) was set to 30mm, and also the compound- 
ized nonwoven fabric was manufactured on the same conditions as an example 2. The obtained 
compound-ized nonwoven fabric was used as a second sheet of the facing of the napkin for 
arrangement. It was good, and there was also little liquid return and absorptivity was suitable for 
it on absorptivity goods. 

[0064] (Example 5) Cut length of a staple fiber (A) was set to 51mm, cut length mixed with 
cotton 45mm rayon 30% of the weight by 3 deniers in the staple fiber layer (A), and also fineness 
manufactured the compound-ized nonwoven fabric on the same conditions as an example 3 in it. 
The obtained compound-ized nonwoven fabric was used as the top sheet and second sheet of 
facing of the napkin for arrangement. It was good, and there was also little liquid return and 
absorptivity was suitable for it on absorptivity goods. 

[0065] (Example 6) In the staple fiber layer (A), cut length mixed with cotton 45mm rayon 70% of 
the weight by 3 deniers, and also fineness manufactured the compound-ized nonwoven fabric on 
the same conditions as an example 5. The obtained compound-ized nonwoven fabric was used as 
the top sheet and second sheet of facing of the napkin for arrangement. It was good, and there 
was also little liquid return and absorptivity was suitable for it on absorptivity goods. 
[0066] (Example 1 of a comparison) The staple fiber (A) which consists of fineness of 2 deniers 
and polypropylene resin of 38mm of cut length was prepared. Said staple fiber (A) was supplied 
to the parallel card machine, and staple fiber Webb (A) of eyes 12 g/m2 was obtained. It 
introduced into the point bond processing machine constituted with the concavo-convex roll 
which heated this staple fiber Webb (A) at 145 degrees C, and a smooth roll, and 
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thermocompression bonding processing was performed. This staple fiber nonwoven fabric (A) 
was supplied to the uptake conveyor of the Ayr RAID nonwoven fabric processing machine. In 
heat welding nature compound (staple fiber B) (this invention which uses the polypropylene resin 
of the fineness of 2 deniers, 38mm of cut length, and zigzag mold crimp as a heart component, 
and uses high-density-polyethylene resin as a sheath component, although it corresponds to a 
thermal melting arrival nature compound staple fiber (A), in order to distinguish from a staple 
fiber nonwoven fabric (A), introductory opening of (having considered as B)) was carried out at 
the parallel roller-card processing machine, and the superintendent officer got staple fiber Webb 
(B) of 12 g/m2. After carrying out the laminating of this staple fiber Webb (A) and staple fiber 
Webb (B), it introduced into the 1 38-degree C heating gas style, melting of the high-density- 
polyethylene resin which is the low-melt point point component of a thermal melting arrival 
nature compound staple fiber was carried out, staple fiber Webb (A), between [ of (B) ] staple 
fibers, and between the layer of a staple fiber nonwoven fabric (A) and a staple fiber nonwoven 
fabric (B) were joined, and the compound-ized nonwoven fabric was obtained. 
[0067] (Example 2 of a comparison) The staple fiber (A) was used as the thermal melting arrival 
nature compound staple fiber (A) which uses polypropylene resin as a heart component and uses 
high-density-polyethylene resin as a sheath component, and the compound-ized nonwoven 
fabric was obtained like the example 2 except processing a staple fiber (B) by the random 
webber method. 
[0068] 
[Table 1] 
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PP: Polypropylene PE: Polyethylene (here thing of high density polyethylene) 
[0069] In spite of the Ayr RAID nonwoven fabric and card nonwoven fabric of a staple fiber layer 
(B) belonging to this superintendent officer and constituting them compared with the compound- 
ized nonwoven fabric concerning the example of a comparison, the compound-ized nonwoven 
fabric applied to an example a passage clearer than the result of Table 1 has small apparent 
density gravity, is excellent in surface aesthetic property, and further excellent in shear strength, 
a transmission rate, blot nature, solution retention, reversion nature, and all random nature. 
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Therefore, while excelling in the shear stress expected when it is used as facing of absorptivity 
goods, or gestalt stability [ as opposed to / get twisted and / stress ], since apparent density 
gravity is low, the compound-ized nonwoven fabric concerning an example is excellent in surface 
aesthetic property, and the operation like a capillary tube, the longitudinal direction of a machine, 
i.e., direction, of a compound-ized nonwoven fabric, is low, and excellent at a transmission rate, 
blot nature, solution retention, and reversion nature harder [ which is excellent in the operation 
like a capillary tube to the thickness direction of a compound-ized nonwoven fabric ]. Namely, 
the compound-ized nonwoven fabric concerning this invention is making high random nature give 
the staple fiber nonwoven fabric (B) which the goodness of the difficult high shear strength and 
surface aesthetic property is reconciled in the conventional laminating nonwoven fabric, and is 
further used for compound-ization. The lowness of the penetrable goodness of body fluid, such 
as urine which is the property of a proper as facing of absorptivity goods, such as a disposable 
diaper and a sanitary napkin, sweat, and blood, spot permeability, a feeling of SARATTO, and the 
reversion nature of the transmitted body fluid is satisfied. 

[0070] In addition, above, mainly although the case where the compound-ized nonwoven fabric 
concerning this invention used it as facing of absorptivity goods was explained, the compound- 
ized nonwoven fabric concerning this invention can be used suitable for a filter material besides 
being the clothes for an operation, a credit cloth, the base fabric of HAPPU material, etc., 
engineering-works materials, etc., as mentioned above. 
[0071] 

[Effect of the Invention] The compound-ized nonwoven fabric concerning this invention has the 
effectiveness taken below from the operation by the structure mentioned above. 

(1) The random nature of the staple fiber nonwoven fabric (B) which constitutes a compound- 
ized nonwoven fabric is high, and since the staple fiber (B) which constitutes a staple fiber 
nonwoven fabric (B) has arranged in the thickness direction of a nonwoven fabric, excel in 
cushioning properties. 

(2) Since the apparent density gravity of a compound-ized nonwoven fabric is low enough, when 
the aesthetic property of bulky and a front face is good and uses it as facing of absorptivity 
goods, excel in the touch. 

(3) Since the operation like a capillary tube, the longitudinal direction of a machine, i.e., direction, 
of a compound-ized nonwoven fabric, cannot take place easily, when it is used as facing of 
absorptivity goods, excel in spot permeability. 

(4) The operation like a capillary tube, the longitudinal direction of a machine, i.e., direction, of a 
compound-ized nonwoven fabric, is low, and since it excels in the operation like a capillary tube 
to the thickness direction of a compound-ized nonwoven fabric, when it is used as facing of 
absorptivity goods, excel in the permeability of body fluid. 

(5) The apparent density gravity of a compound-ized nonwoven fabric is fully low. and since it 
excels in the operation like a capillary tube to the thickness direction of a nonwoven fabric, when 
it is used as facing of absorptivity goods, the reversion nature of the transmitted body fluid is 
low. 

(6) Since the operation like a capillary tube, the longitudinal direction of a machine, i.e., direction, 
of a nonwoven fabric, cannot take place easily, solution retention is low, and when it is used as 
facing of absorptivity goods, excel in a feeling of SARATTO. 

(7) Since the anchor effect between the layers of the joined staple fiber nonwoven fabric (A) and 
a staple fiber nonwoven fabric (B) is excellent, when it is used as facing of absorptivity goods, 
excel in shear stress and gestalt [ as opposed to / get twisted and / stress ] stability. 
</SDO> 
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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

LThis document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 


DESCRIPTION OF DRAWINGS 


[Brief Description of the Drawings] 

[Drawing 1] It is the expansion top view which looked at the compound-ized nonwoven fabric of 
this invention from the skin side of an example of the napkin for arrangement used for the part. 
[Drawing 2] It is the outline end view of the cross section of a X-X'part of drawing 1 . 
[Description of Notations] 

1 Napkin for Arrangement 

2 Top Sheet 

3 Second Sheet 

4 Backseat 

5 Absorber 

6 Sanitary Napkin Longitudinal Direction Edge 

7 Absorber Straight Side Edge 

8 Napkin Straight Side Flank for Arrangement 

9 Wrapping Material 

10 Absorber Straight Side Flank 

1 1 Body Fluid Diffusion Layer 

12 Glue Line 

13 Release Liner 
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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 
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[Drawing 2] 
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